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JULY, 


new 
strippers 


are available even more power- 
ful than Enthone Regular En- 
amel Stripper which has been 
used by industry for the past 
fifteen years. These new strip- 
pers include: 


tripper S-15: 
For stripping nitrocellulose lac- 
quers. 


tri , 
stripper $-17: 
volatile room temperature 
stripper for removing heavy 
coatings from work holders, 
hooks and production work. 


stripper $-19: 
A powerful quick evaporating 


room temperature stripper for 
clear and pigmiented synthetics. 


stripper $-45: 


A ‘brush-on, thickened spot en- 
amel stripper for synthetics. 


stripper P: 


A stripper mixed with water to 
form a clear dispersion that 
strips alkyd, ureaformaldehyde 
and melamine synthetic enam- 
els. 


stripper $-300: 


An emulsion stripper that mixes 
clearly with water for fast strip- 
ping of synthetic enamels from 
all metals. 


Stripper WS-70: 


A quick evaporating stripper for 
removing enameled coatings 
from wire. 

Also special strippers for speci- 
fic problems. 


For fifteen years Enthone chem- 
ists have specialized in develop- 
ment of strippers for organic 
finishes. Take advantage of their 
experience and send samples of 
your products to them for strip- 
ping advice, 


ia 
enthone 
Strippers 
for 
organic 
finishes 


- Metal Finishing iCkemicats= 442 Elm Street, New Haven, Co. 


1948 FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 472. 





Sudustiy 


D. D. Foster Co. of Pittsburgh, 
Pa., has been appointed representative 
for western Pennsylvania, Ohio and West 
Virginia of The General Ceramics and 
Steatite Corp., Keasbey, N. J. 

The D. D. Foster Company is now 
prepared to offer equipment fabricated of 
chemical porcelain, chemical stoneware, 
and impervious graphite, to the processing 
plants in its territory. 


Mathieson Expands in the South. A 
new southern sales area, with headquar- 
ters at New Orleans, has been announced 
by D. W. Drummond, Vice-President- 
General Manager of Sales of Mathieson 
Chemical Corporation (formerly The 
Mathieson Alkali Works). Vernon Wood- 
side, formerly a member of the Sales De- 
velopment and Technical Service Depart- 
ment, will be in charge of the New Orleans 
sales district. He will make his head- 
quarters in a branch office being estab- 
lished in the Queen and Crescent Build- 
ing, 344 Camp Street, New Orleans, La. 


Philadelphia Quartz Company, 
manufacturers of silicates of has 
announced the removal of its General 
Offices from 121 S. 3rd Street, Philadel- 
phia, where they have been located for 
almost a half century. On August 2, 
1948, Public 
Ledger Building, Independence Square, 
Philadelphia. The Company is to occupy 


soda, 


the offices will be in the 


the office space on the eleventh floor of 


the building. 


This month marks also the completion 
of 117 years of business for the Quartz 
Company. It was started by Joseph El- 
kinton as a soap and candle manufactory 
in Philadelphia on July 21, 1831. Early 
in the ’60’s, the Elkintons produced sili- 
cate of soda for their own soaps and 
soon after for other soap manufacturers. 

The Philadelphia Quartz Company 
name was first used in 1864 when a new 
plant was built for producing silicate of 
soda. Soap and silicates continued to be 
manufactured until 1904, when silicates 
became the exclusive products of the 
Company. To supply the needs of the 
diversified fields, the Company operates 
plants at Chester, Pa.; Anderson, Ind.; 
Baltimore, Md.; Gardenville, N. Y.; Jef- 
fersonville, Ind.; Kansas City, Kans.; 
Rahway, N. J.; St. Louis, Mo., and 
Utica, Ill. 

Associated companies are the Philadel- 
phia Quartz Company of California with 
plants located at Berkeley and Los An- 
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-eles, Calif., and Tacoma, Wash., and the 
National Silicates Limited, Toronto, On- 
tario, Canada. 


Frankford Arsenal Ordnance Lab- 
oratory, comprising the chemical, metal- 
lurgical, mechanical development, and 
ballistic branches, has been designated 
the Pitman-Dunn Laboratory as of 10 
March, 1948. 

This new official designation has been 
made to memorialize the distinguished 
services and scientific efforts of two Ord- 
nance Officers, Captain John Pitman and 
Captain Beverly W. Dunn, who were 
largely responsible for establishing the 
Laboratory at this Arsenal over half 
a century ago. 


The Bullard Clark Company has 
been formed as a result of a consolidation 
of the E. H. Jacobs Manufacturing com- 
pany with its three affiliated companies, 
The E. H. Jacobs Manufacturing Cor- 
poration of Charlotte, N. C., The Wil- 





liamsville Buff Manufacturing Compa 
of Danielson, Conn., and Jacobs Rubly 
Products, of Danielson, Conn. 

The Williamsville Buff Division y 
organized in 1898 by the Williamsyily 
Cotton Mills of Connecticut which wa 
purchased by W. Irving Bullard ayy 
Frederick A. Jacobs in 1905. The buf 
business was retained by the Jagoh 
Company and the cotton mill was rp i 
equipped with tire fabric machinery an | a 
sold to the Goodyear Tire and Rubber 
Company of Akron, Ohio. The buff diy; | 
sion uses over one and a half million yard; 
of sheeting per year for the manufacturd 
of buff wheels and is also a large producer 
of polishing wheels made of canvas andi 
leather for polishing heavy machinery 
and hardware. 

Electrochemical Industries, which spec. 
ializes in the plating on plastics, has its 
headquarters at 45 Spruce St. Leominster, 
Mass., and not in Holyoke as indicated in 
Convention News write-up in the May 
issue. 



































ACCIDENT REPORT 


; om——_ SAFETY DIRECTOR J. KILMORE 
SUFFERED LOSS OF PHYSIOGNOMY -DEEP 
LACERATIONS OF HUMILITOSIS AND 
POSSIBLE BRAIN DISCUSSION WHILE 
WALKING THRU THE SHOP AND RCADING 
RAN ACCIDENT REPORT — HE TRIPPED 

| OVER RAN EMPLOYEE 

















Juty Reports 

















INVENTORY REPORT 











Widat’s 123984 Pieces 
OF BLUE STUFF? 











1 BRokE A BAC 
AND COUNTED 
THe Pieces — 











PRODUCTION REPORT 
((-— PRODUCTION MANAGER J. P. 
KEY PUSHIN REPORTS 100% CAPACITY 
PRODUCTION WITH No ‘a 50%) 





OR BREAKDOWNS AND A 50% 
VACATION CREW ‘ 
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SALES REPORT 





o— Sure vou RememGer BOSS, 
You ToLp THE BOYS TO TAKE THEIR 
LINES INTO VIRGIN TERRITORY —? 


=v | 


THE Pinnend® ARE OUR 
SALESMEN 
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Section of BELKE Rack with 
Auxiliary Anode for Chro- 
mium Plating shower spray 















parts. Three point contact tips 
lard hold part in correct rela- 
= tion to Auxiliary Anode, 
The buf 
* Jaco 


assuring uniform chrome 
deposit on inside sur- 
face. Racking and un- 
racking are fast and easy. 
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buff divi 


ld TIME-SAVER 
4 - PLATING RACKS 
For High 


er pro 
Efficient racking saves you plenty! Gives hr = 
and better plating results with - aE 
ae BELKE Experience, B BELKE Know-frow 
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racks. 
t extra value beyond measure into plating 
put e 


FE 
j 




































ich spec- 
» has its 





ominster, 










icated in 


the May 



















































































































































, odern Rack 
vi aeonegel BELKE Methods of applying M a 
™~ For example, ‘ble to run work thru the entire 
(MH | Insulations make it poss! a: but one racking. Think of it! = The Most complete 
WO : cleaning and plating cycle wit te chrome, cadmium, zinc Rack a 

= Racks that stand up in coppe> a lutions including tri- pont — erience- 

| : ~ her plating and cleaning solulier> 100 pages Or er P practical 

- ae = | asing. il proved information. P Insula- 

*41*,° - (8) 

SS chlorethylene ~~ and Specialized Facilities a oo Proven Designs © 
a BELKE Experience «culation best suited for yOUr pois, Tips and 1 
oe: ‘de the exact isu a rations of Rac 

| t aes able to prov! e poet ds—shows how to rack 
| . d d-specificae “Cty d sizes from 
a : needs. s, just send Sp 1] shapes an 
( << Whatever your racking requirements, } t for the BELKE ee to bumper bars. Price 
rms. ‘ : ketch or sample par 5.00 ee 
: tions with dimensional sketc $ ) 
me Recommendation. 
: Section of BELKE Rack with 
; Auxiliary Anode for plating | 
_| BELKE Rack for plating dies. Contact tip masks sur- |: 
{| electrical socket parts. face of die that is not to be Fe = 
Spring, contact tips hold plated and holds die incorrect = 
— | parts in correct position relation to Auxiliary Anode, [2 =. 
| for good drainage and af- assuring a uniform deposit of | = 
= fast — easy racking metal on inside surtene. 
-0 } and unracking. : 
BELKE Rack for 
plating water pipe 
elbows. Special tips 
hold elbows in cor- : oe. 
rect position for 1 —geregpeneep — 
| eh drainage BELKE Rack used on Automatic Plat- 
| Racking is fast and ing Machine for Chromium Platingg 
easy. Broiler Covers. Cover is held in correct 
a position for good drainage and gas 
ae elimination. 
=) : ieee § 
S 
_) 
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FOR THE UTMOST IN METAL 
AND FINISH PROTECTION 


Comparative salt spray test rs 
on 24St aluminum. Both 
panels were finished with 
one coat of baked refrigerator 
white enamel. Notice that 
after only 500 hours the paint 
system on the alkali-cleaned 
panel is almost entirely de- 
stroyed and the aluminum 
itself is badly corroded. In 
contrast, the paint finish is 
still intact on the Alodized 
panel after 2000 hours’ 
exposure. 


ALKALI CLEANED ALODIZED 
500 HOURS S. S. 2000 HOURS S. S. 


“The Coating 


“Alodine” produces a thin, tough, tight, skin-like coating firmly 











embedded in the aluminum. This protective skin is extremely 


resistant to corrosion and bonds paint 





Te firmly to the metal for the life of the finish. | 


PROCESSES 


RUST PROOFING | 
AND PAINT BONDING be 2006s | 
Granodine * 


Duridine 
Alodine * 
Lithoform * 
Thermoil-Granodine * easy to operate and effective. “Alodine” 
RUST REMOVING 
AND PREVENTING 


Alodizing is simple, quick, economical, 


can be applied by immersion, spraying, or 


Deoxidine % brushing. It can be utilized to advantage 
Peroline % : . ’ 
inenehie in your own production. Write or call 
“a ee for the new descriptive folder 
‘odine * R 





on “Alodine’”’. 





Pioneering Researth ind Development Since 1914 


AMERICAN CHEMICAL PAINT COMPANY 
AMBLER, PA. 


Manufacturers of Metallurgical, Agricultural and Pharmaceutical Chemicals 


Industry News 


The new officers of The Bullard Clark 
Company are: 
W. Irving Bullard, Chairman of the 
Board of Directors 
Edward J. Bullard, Presiden  anq 
Treasurer 
B. T. Clark, Executive Vice-Presiden; 
J. D. Lodge, Vice-President an: See. 
retary 
J. E. Moe, Vice-President 
The General Manager of the Wiliams. 
ville Buff Division is Jack D. Lodgs. 


The Cowles Detergent Company, 
Cleveland, Ohio, announces the comple- 
tion of a new million dollar plant at 
Skaneateles Falls, New York. One of 
the most modern chemical plants in the 
country, it is equipped with up-to-date 
equipment for the manufacture, packag- 
ing and shipping of the Cowles line of 
heavy chemical detergent silicates as well 
as the Company’s line of specialized deter- 
gents for the metal cleaning and other 
fields. 

The Company’s plants at Lockport, 
N. Y., and Sewaren, N. J., are operating 
at capacity. The addition of the new 
plant at Skaneatales Falls, where opere- 
tions have already commenced, makes it 
possible for the Company to expand pro- 
duction to the point where deliveries can 
be effected more promptly and in in- 
creased quantities. It also enables 





4 
pees 
= 








THE COWLES DETERCE CO. SKAMEATERES FAL 





Cowles to expand sales in the industries 
now served as well as reach new markets 
not previously touched. 


Beckman Instruments Now Fac- 
tory-Serviced in Chicago. In order to 
facilitate the servicing of the great num- 
ber of Beckman Instruments in us 
throughout the Eastern and Middle ast- 
ern areas, National Technical Labora- 
tories, manufacturers of Beckman Instru- 
ments, has established its own factory 
servicing headquarters at 9 S. Clinton 


Street, Chicago, Ill. George R. Kin ‘said? 


— 





Published monthly at 5800 N. Mervine St., Phila 
delphia 41, Pa. Entered as second class matter July 
1, 1946, at the Post Office at Philadelphia, Pa., ut 
der Act of August 24, 1916. Copyright, 1943, by 
the American Electroplaters’ Society, Inc. Sub- 
scriptions: Domestic and Canada, $4,00 per yeal, 
50c per copy; Foreign, $6.00 per year, 75c per copy: 
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REALIZE Greater Profits 
with the REAL-VENT 
Non-Fray Ventilated Buff 







) rs d é i | | Vf, ; sai 
CENTER 

of 
Attention 





The REAL-VENT Closed 
Non-Fray Ventilated Buff 


The REAL-VENT Open Face 
Non-Fray Ventilated Buff 


Face 


The REAL-VENT Non-Fray Ventilated 
Buff is made under patent Nos. 2,027,863; 
2.094.650; 1,573,961; Re. 19,894; 2,140,208, 
other patents pending 


on new REAL-VENT Non-Fray Ventilated Buff can help you cut down production 


costs and increase profits in these ways: 


GREATER VENTILATION 
Greatly increased ventilation, made possible by deeper and stronger ventilating channels 
. “ee ° °° aS TDoATT) a) 
in the “center of attraction,” keeps the REAL-VENT cool. Cool buffs work longer 
and harder. 


GREATER DENSITY 
The thin “center of attraction” of the REAL-VENT makes it possible to group buffs 
for a *denser, fully ventilated face. Greater density promotes greater shop production, 


LONGER LIFE and GREATER WEAR 
The rock-like formed “center of attraction” of the REAL-VENT Buff, although thinner 
than ever before, can stand great tightening pressures without twisting, buckling or 
compressing. Longer life means reduced buff costs. 





“If a softer face is desired, ventilating spacer discs, illustrated at right, are available. 


It will pay you to explore the profit-making possibilities offered by the revo- 
lutionary new REAL-VENT Non-Fray Ventilated Buff. An inquiry addressed 
to us will get prompt attention. 


THE MARK | | OF QUALITY’ 


POLIS 4ING WHEELS Ul MAN DETROIT, LOS ANGELES 


BL FING AND BRANCH OFFICES: 


FOR COMPANY PHILADELPHIA 
EVES OPERATION FOCKEAND - MASSAC Mapee tts GRAND RAPIDS 





For Over Fifty Years the Greatest Name in Buffs 
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* **The Siefen System” is rapidly becoming a 
familiar term for the fast, efficient and eco- 
nomical way of applying buffing and polishing 
compound to revolving wheels. 


“The Siefen System” for spraying compounds is— 


FAST—better cutting and coloring 
EFFICIENT—no work stoppage 
ECONOMICAL—save over 60% 


PROPER SPRAY EQUIPMENT 


Ay) 


SIEFEN has developed through experience, 
efficient spray guns, operating valves, hose 
and fittings, baffles, circulating pumps, press- 
ure tanks or gravity cups for hand or auto- 
matic operation. 






BUFFING AND POLISHING 
SPRAY COMPOUNDS 


SLEFEN liquid compounds, either grease and 
abrasive or glue and abrasive, eliminate 
guesswork and really reduce costs. 





EXPERIENCED SPRAY SERVICE 


SIEFEN specialists, all over the country are 
ready te give you the latest, most up-to-date 
help and recommendations for improving 
speed and quality, increasing efficiency and 
cutting production costs. 








J. J. SIEFEN COMPANY 
5635 LAUDERDALE «+ DETROIT 9, MICHIGAN 
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Industry News 


Mid-Western Representative for National 
Technical Laboratories, is in charg... 

The new Chicago Service and | \epair 
Department is staffed with factory. 
trained specialists and features the latest 
equipment for servicing and repairing 
Beckman pH Meters, Spectrophotome- 
ters, Radiation Meters, Glass Electrodes 
and many other Beckman precisior con- 
trol instruments. 


The Electroplating Institute of 
America, Pittsburgh, Pa., was «rgan- 
ized in July, 1947 to provide training in 
the science of electroplating. 

The school is under the executive man- 
agement of Richard J. Zaiden, who is 
also president of the Pittsburgh School of 
Plastics, the Commercial Institute, both 
of Pittsburgh, and the Technician Train- 
ing School of Uniontown, Pa. Dr. Leslie 
E. Lancy, noted engineering consultant 
in the field, is technical director. He is 
assisted by an Advisory Board of experts 
from local organizations, among which 
are William J. Hennessy, Pennsylvania 
Salt Manufacturing Company; Frank B. 
Keller, Standard Steel Spring Company; 
Edwin J. Smith, Weirton Steel Corpora- 
tion; Arthur F. Kaupe, J. D. Patrick, 
and A. K. Mock, Westinghouse Electric 
Corporation; G. A. Jersey, Air Tool Parts 
and Service Company; Richard A. Dimon, 
Carnegie-Illinois Steel Corporation; Ed- 
ward M. Washburn, McKinney Manufac- 
turing Company; Joseph E. and Albert 
R. Bugel, East Liberty Electroplating 
Company; and W. B. Williams, Industrial 
Lining Engineers. 

Electroplating I is designed especially 
for students desiring general training in 
both theory and shop practice. — This 
course is either a full-time resident course 
of nine months’ duration comprising 
twenty-five clock hours per week or a 
half-time night course, which is set up 
especially for persons employed during 
the day, of eighteen months’ duration 
comprising twelve clock hours per week. 

Electroplating, Industrial, arranged 
solely for personnel employed in the plat- 
ing and allied fields, is offered two nights 
per week to those desirous of advancing 
their technical knowledge and, thereby, 
enhancing their value to themselves and to 
industry. The classes are conducted by 
experts from leading local corporations. 

All courses are approved by the Penn- 
sylvania Department of Public Instruc- 
tion and by the Veterans Administration 
for the training of both veterans and 
non-veterans alike. They do not require 
a high school diploma for enrollment. 

The first class in Electroplating I was 
graduated on April 15, 1948, and every 
student was placed almost immediately 
This is attributed, in a large measure, to 
the fine cooperation prevailing between 
the school and industry. 
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E-1003 Z 


RACK COATING 
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®@ Now, the MICCRO laboratories have devel- 
oped a single-dip heat-cured rack coating 
that offers, in addition to positive insulation 
and protection: (1) amazing tensile strength 
and scuff resistance, (2) permanent flexibility, 
(3) positive and continuous adhesion, (4) sim- 
plicity of application, (5) savings in time, 
labor, and material . . . a major objective of 
chemical engineers for years. This new coat- 


ing is MICCROSOL E-1003. Tests Miccrosol E-1003 | Coating A Coating B | Coating C 


"YOU ASK FOR FIGURES? 
HERE THEY ARE! 


Comparison of MICCROSOL E-1003° with 
three other well-known coatings. __ 











© MICCROSOL E-1003isthe exclusiveproduct | Tensile Strength | 34007 | 2600# | 2000# | 1600# 
of Michigan Chrome and Chemical Company, 


developed and manufactured in our own Adhesion 125# AO# 25# 35# 


plant with the same technical skill and knowl- 
edge that has made all MICCRO products 











outstanding in the plating industry. Hardness _— 80-85 70 52 50 
Durometer “A” 
® Look at the chart! This exhaustive test Tear Strength 650# 450# 350# 250# 


analysis reveals the marked superiority of 
MICCROSOL E-1003 in every important factor 
of comparison. In addition, tests for abrasion Elongation 250% 350% 400% 450% 
and resistance to all commonly used plating 
solutions, acids, and caustics show equally 


amazing results. Recovery 99% 99% 99% | 100% 











® MICCROSOL E-1003 is a 100% solids non- 
evaporating material that produces a smooth, 
tough, leather-like coating with a single appli- 
cation that will often outlast the life of the 
rack. Racks are completely processed and 
ready for use in approximately 2 to 4 hours. 

















@ For further information write for detailed 
bulletin on Miccrosol E-1003. 
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Developed and Manufactured by Experienced Platers 
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of comparison . . . and costs les ! 
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MEANS PURITY 
IN COPPER ANODES 


h\ (ae YOU SPECIFY ANACONDA, you are assured of unex- 
celled purity ...less than 0.01 percent of total metallic 
impurities ... an advantage that pays off five ways: 


1. Copper goes into solution faster and more uniformly. 


2. The highest quality deposit is produced in the shortest 
possible time. 


3. Slime is reduced to an absolute minimum. 
4. Spotting and discoloration of the deposit are 
minimized. 


5. Scrap losses are exceptionally low. 


In addition to copper, Anaconda Anodes are furnished in brass 
and bronze... rolled Sheet or Oval ...cut to your own specifica- 
tions or standard sizes...drilled or undrilled...with or with- 
out hooks—also ‘‘cathode-anodes.” For present or future refer- 
ence, write for Publication C-5. 
ANACONDA 


from mine to consumer 


47272-A 


mous Pat om. 


THE AMERICAN BRASS COMPANY 


General Offices: Waterbury 88, Connecticut 


Subsidiary of Anaconda Copper Mining Company 
In Canada: ANACONDA AMERICAN Brass LTD., New Toronto, Ont. 
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Industry News 


The McAleer Manufacturing Com. 


pany, Ltd., Chatham, Ontario, Canada J 


in which the Roberts Rouge Company of 
Stratford, Conn., has purchased a guyb. 
stantial interest, has elected Theovore F. 
Onkey President. 

Because of the austerity program and 
conservation of Canadian funds many 
substantial Canadian accounts purchas. 
ing buffing compounds from the local 
firm have curtailed their purchases. By 
combining interests, formulae and knov. 
how of Roberts Rouge Company with 
those of McAleer Manufacturing Com- 
pany a complete line of Roberts Buffing 
and Finishing Compounds will also be 
produced in Canada. 


Turco Products, Ine., Los Angeles, 
Chicago, and Houston, recently assem- 
bled District Managers for two-day home 
office conference with laboratory techni- 
cians and department heads. 


A review of the adaptations and appli- 
cation of new wetting agents and deter- 
gents to its line of specialized cleaning 
ompounds was the principal theme of 
these sessions. District Managers will, in 
turn, hold similar meetings with their 
field service organizations. 


Rate of Job Shop Operations in 
Metropolitan New York. According to 
the Monthly Bulletin of the Masters 
Electroplating Association, 123 William 
Street, New York 7, N. Y., rate of opera- 
tion averaged 49 and 50 per cent during 
April and May respectively, the lowest on 
record since such data were first collected 
in January, 1939. The corresponding 
figures for 1947 were 581% and 5714 per 
cent respectively. 


Metalcraft Engineering has moved 
to its new and larger quarters located al 
230 Verona Avenue, Newark 4, N. J. 
and has installed equipment and materials 
for metal finishing by mass tumbling or 
Honing. It is also exclusive distributors 
for eight states in the East for Honite, 
Super Honite and Compounds, manufac- 
tured by the Minnesota Mining and 
Manufacturing Company and also for 
Almco tumbling equipment manufac- 
tured by the Almco Division of (ueet 
Stove Works of Albert Lea, Minnesota. 


Platinum Chemicals, a new labore 
tory which will have for its purpose the 
assaying and refining of gold, silver. ané 
the metals of the platinum group an‘ the 


manufacture of salts of the precious 1 etal : 
to specifications, has just been «stab-j 


lished according to an announcement 
made by Mr. Herbert E. Zschiegner. !! 


is located at 154 Paris Street, Newark 5 


N. J. 
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N FULLY 90% of the cases where corrosive gases, acid spillage, or con- 
densation necessitate frequent repainting of buildings and equipment, 
Tygon Paint will stretch the time between repaintings anywhere from 


two to ten times. 


A broad statement, true; but it is backed by the proven experiences of 
several thousand Tygon Paint users. 

Tygon Paint .is a liquid solution of modified vinyl plastics. Applied like 
an ordinary paint to metal or concrete, it air dries quickly to form a 
tough, impermeable, flexible plastic film—corrosion-resistant, impact 


resistant, time-resistant. 


Completely told in Bulletin 709 free on 
request. Or, better yet, why not order 
a trial Tygon Kit: 1 quart Tygon Primer, 
1 quart Tygon Top Coat (specify color 
desired: gray, black, clear, green, white 
or aluminum) and 1 pint Tygon Thinner 
$6.00, prepaid. 
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PARTS CLEAN 
SOLUTION CLEAR 

















THANKS TO WYANDOTTE MK-50 
SOLVENT DETERGENT 


Wransorse MK-50 is without 
an equal as an emulsion cleaner. 
It may be used with or without 
alkalies in pressure-type metal 
parts washing machines—also as 
an additive to drawing, cutting, 
grinding and slushing oils and 
compounds to facilitate their 
removal after metal processing. 


As a solvent detergent, MK-50 
is used primarily in spray-type 
washing machines for cleaning 
parts between machining opera- 
tions and prior to inspection, 
painting, etc. 


It rinses quickly and thor- 
oughly and leaves no harmful 
salts on the metal surface. It is a 
neutral product and does leave a 
very light film on the metal which 
serves as a temporary rust in- 


hibitor. This film helps bond any 
paint, enamel or lacquer finish. 

MK-50 helps keep the washing 
solution clear, too. In the metal 
parts washing machine, it will 
throw out the absorbed oils and 
grease, so that they may be held 
on the surface of the sump or 
overflow section of the washer. 
This leaves the main body of the 
solution relatively clear. 

Your Wyandotte Representa- 
tive will be glad to tell you more 
about Wyandotte MK-50 and 
other Wyandotte Metal Cleaners. 
He’s only a telephone call away. 

















WYANDOTTE CHEMICALS CORPORATION 


WYANDOTTE, MICHIGAN” 


r 
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SERVICE REPRESENTATIVES IN 88 CITIES 
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LEAD CHA /, 


Joseph B. Kushner, well know: op. 
sulting electro-chemist and metal fi ishing 
engineer, has completed plans for 
electroplating laboratory to be bii 
Stroudsburg, Pa., in the next few n 
The laboratory will be devoted 
search and development work in e ectro. 
plating, electroforming and electrop’ \oresis 
techniques. Mr. Kushner will co:tinue 
however, to maintain his consulting office 
at 233 W. 26th St., N. Y. 1, N. Y., for the 
his Greater New 
Mr. Kushner, 
a chemical engineering graduate 
Cooper Union Institute of Technology 
and a graduate student of advanced elec. 
trochemistry and chemical engineering 
from Brooklyn Polytechnic Institute, has 
been intimately connected with the elec. 
troplating industry since 1933. During 
the war he held an important post with 
the Columbia University Division of the 
Manhattan Project and was awarded a 
bronze plaque for his services. 


convenience of 
and New England clients. 


H. J. Sandstrom has been appointed 
Sales Representative for portions of 
Maine, New Hampshire, Massachusetts, 
Vermont, and Rhode Island by the 
American Buff Company, 2414 S. La 
Salle Street, Chicago, IIl. 


An overseas veteran of World War I, 
he merchandized foods between 


wars, 


Sandstrom 


During World War II he held a respon- 


sible position as expeditor of material f 


for anti-aircraft guns. Since then he has 


been engaged in the machine parts busi- f 


ness. Mr. Sandstrom is married, and is 


the father of two daughters, nineteen and 


fifteen. 


Paul F. Hoglund, formerly 


E. I. du Pont de Nemours & Company, 
Inc., in Cleveland, Ohio, is now with that 
firm’s Grasselli Chemicals Departmeit in 
Grasselli, N. J. 

Dr. D. P. Morgan has joined the Mathie- 
son Chemical Corporation, formerly The 
Mathieson Alkali Works, as Administra- 
tor of Research and Development. He 
will be in charge of market researc 1 a8 
well as chemical research and dey: lop- 
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The manufacturer of these die-cast aluminum toured; cast, stamped or forged, there is a 3M 
cooking utensils is enthusiastic about results since engineered method to produce the finest possible 
switching to 3M Abrasive Belts. The smooth, finish in the shortest possible time. 
evenly blended finish secured requires 30% less Ask your nearest 3M distributor for complete 
buffing to produce a sparkling polish. The results information on this cost cutting method, or mail 
are faster production, fewer rejects and lower the coupon below for your free copy of our fact- 
finishing costs per unit. jammed booklet “Step Up Production.” 

This manufacturer, and countless others like — 
him, are lowering production cost with 3M Abra- 


sive Cloth Belts and Contact Rolls. Because of the UNUSUAL GRINDING TROUBLES? 

spon- broad experience gained by the 3M Company and When the nature of the grinding job is such that 
erials f its representatives in pioneering abrasive belt burning, distortion, or flow are a problem, the 3M 
e has B grinding... the wide variety of 3M Belts and Wet Grinding Method provides a cool running, fast 
busi- Contact Rolls developed to meet the varying needs cutting, high precision method of grinding and 

_ . pea : : , Sinishing. Check the coupon below for full details. 
nd is § of industry, each 3M installation is engineered 
and F to fit the particular job to be done. No matter 


whether the surface to be ground is flat or con- 








dent ge eee ee ee 3M 
= i PL’43 (| 
thet lease send us a copy of your booklet “Step Up Production” 
tinf . | Check here for more information about 3M Wet Grinding. : ABRASIVE BELTS 
tL eX: Oe SET 
“ne | ices PEDROS SRBC ciereass . anorner EZ rroouc 
The @ § TM. Cis cusn dd ecenas s¥n00es ies ppeccesccestese PS OE 
tra- By age Made in U.S. A. by 
H CE ee Mer ere, Sane. yekscsneusoee 
JLo . Minnesota Mininc « Mec. Co. 
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Personals 


ment. For the past two years he has 
been with W. R. Grace and Company in 
New York in charge of chemical market 
research and development. 

Dr. Morgan was graduated from Har- 
vard University in 1916 and received his 
Ph.D. degree in chemistry from Colum- 
bia University in 1923. He was a partner 
in the firm of Loomis, Stump and Banks, 
consulting chemical engineers, for four 
years before joining Scudder, Stevens and 
Clark as chemical consultant. For the 
last several years of the war he served 


as Director of the Chemicals Bureau of 
the War Production Board. 


William B. Chase has been appointed 
to the sales staff of the Zapon Division, 
Atlas Powder Company, as a representa- 
tive in the Boston area. 

Mr. Chase, for the past two years with 
Haynes Laboratories as a Sales Repre- 
sentative, is a resident of Ipswitch, Mass. 
During the war he served as Lt. Com- 
mander aboard the aircraft carrier “‘En- 
terprise”. Prior to that he was with 
Uxbridge Worsted Company of Massa- 













METAL PARTS COME OUT F 






WHEN CLEANED IN A 


Write today for FREE book- 
let on Degreasers and appli- 
cations with Blacosolv, the 





REE OF GREASE OR CHIPS 


Blakeslee Solvent Vapor Degreasers em- 
ploy a patented degreasing process .. . 
parts made of metals and alloys chemi- 
cally cleaned and dried in only a few 
seconds . . . no need for subsequent rins- 
ing and drying operations. Oil and grease- 
free surfaces are obtained, complete oil 
removal from cracks, pores, seams and 
hidden crevices of machined parts, 
stampings, assemblies, etc., is assured. 
Masses of nested parts are thoroughly 
cleaned and dried throughout. 


In this cleaning process, the oils and 
greases are dissolved by BLACOSOLV, 
the efficient degreasing solvent which 
can be used on all metals or combina- 
tions of metals. BLACOSOLYV is non- 
inflammable and non-explosive. It can 
be heated, without danger of any fire 
hazard. Just one solvent at one price 
will do the complete degreasing job. 


all-purpose degreasing 


solvent. 


G.S. BLAKESLEE: CO. 


G. S. BLAKESLEE CO., CHICAGO 5 
NEW YORK, N.Y. 
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TORONTO, ONT. 





BLACOSOLV 


DEGREASERS AND SOLVENT 


NIAGARA 


a. METAL PARTS WASHERS 


ILLINOIS 
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chusetts, and in 1937 graduated from 
Harvard with an A.B. degree. 






R. W. Helmig has been elected Vice. 
President and Director of the Hlectrie 
Products Company, Cleveland, Ohio, 
manufacturers of battery-charging equip- 
ment, electrolytic equipment, s\nchro- 
nous motors and other specialty equip. 






















ment. He joined the company in Decem- 
ber, 1944. Previously, he was connected 
with Delco Products Corporation, Com- 
mercial Investment Company, W. W. Sly 
Manufacturing Company and _ owned 
The Planefilm Corporation. 

The election of R. W. Helmig reflects 
the company’s policy of selecting execu- 
tive personnel from men active in produc- 
tion and manufacturing methods. 
























John M. Davidson has been named 
Pittsburgh District Sales Representative 
for the Special Chemicals Division of the 
Pennsylvania Salt Manufacturing Com- 
pany. He formerly was Sales Represen- 
tative in the Northern New Jersey and 
New York City territory and fills the 
post formerly held by William J. Hen- 
nessy, now Pittsburgh District Sales 
Manager of the Special Chemicals Di- 
vision. 

Mr. Davidson graduated from Dick- 
inson College with a B.A. degree and 
earned a degree of M.Educ. at Temple 
University. Prior to joining Pennsalt in 
July 1946, he taught in high schools in 
Clayton, N. J., Pitman, N. J., and New 
York Military Academy, and was 4 
salesman for the Ediphone Company, 
Philadelphia. 





















G. Klinkenstein, formerly Vice-Prest 
dent and General Manager, has_ bees 
elected President of Maas & Waldstei 
Company, manufacturers of specialized 
production finishes. He has been with 
the company since 1915 starting as ® 
chemist in the Nitrocellulose Plant. If 
1922 he became Chief Chemist and i 
1928 was advanced to Technical Director. 
Mr. Klinkenstein was elected Vice-Presi- 
dent and General Manager in 1936. 
Under his supervision, and also as a re 
sult of his own researches, the number of 
Maas & Waldstein Company products 
expanded from just a few clear metal 
lacquers to a complete line of industrial 
finishes to meet practically every need. 
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NOTICE—Jackson Buf Corporation 
tslond City, N. ¥., hos rights to US 
Re 19,894 and 2,140,208 which 
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A. E. S. Publications 


‘The Fundamentals of Electrochemistry and Electro- 
deposition”? by Samuel Glasstone. Price $2.50. 
Twenty authoritative chapters in simple language on the properties 
of solutions, Faraday’s Laws, pH, electrode potentials, overvoltage. 
polarization, anode behavior, corrosion, etc. Successfully used for 
classroom instruction. 


Proceedings of the American Electroplaters Society Vol. 
33, 1946. Price $6.50. 
Twenty-one papers on copper, nickel, rhodium and tin plating: 
plating of strip and wire screen cloth; electrocleaning and electro- 
polishing; magnesium treatment and parkerizing; polishing aad 
buffing; organic coatings, etc. A. E. S. Research Annual Reports. 


Proceedings of the American Electroplaters Society Vol. 
34, 1947. Price $10.00. 
Fourteen papers and eight A. E. S. Research Annual Reports on 
barrel plating of nickel and chromium; brass, cobalt and _ nickel 
plating; zinc treatments; electroforming; buffing; physical proper- 
ties of and stress in electrodeposits; plating room waste disposal; 
health hazards. 


**Adhesion of Electrodeposits” by A. L. Ferguson. A. E. S. 
Research Reports Ser. Nos. 1 & 2. Price 60c and 40c 
respectively. 
Detailed bibliography, general considerations, correlated abstracts 
of published and unpublished methods for measurement of ad- 
hesion. 


‘Determination of Impurities in Electroplating Solu- 
tions”? by Earl J. Serfass and W. S. Levine. A. E. S. Re- 
search Report Ser. No. 3. Price 50c. 
First in a series. Colorimetric techniques and methods for de- 
termination of lead, iron, manganese and copper in nickel plating 
solutions. 
‘Stripping of Copper from Various Base Metals” by F. C. 
Mathers, C. E. Landwerlen and E. C. Martin. A. E. S. 
Research Report Ser. No. 4. Price 35c. 
Literature review and bibliography of a variety of methods. 


**Porosity of Electrodeposited Metals’? by N. Thon and 
E. T. Addison, Jr. A. E. S. Research Report Ser. No. 5. 
Price 80c. 
Critical literature review and bibliography of chemical and physical 
methods with alphabetical index of test methods by metals. 


‘Specifications and Tests for Electrodeposited Metallic 
Coatings”? sponsored by American Society for Testing 
Materials and American Electroplaters’ Society. Price 
$1.25. 
Specifications for zinc, cadmium, lead, and copper-nickel-chromium 
coatings on steel, copper-nickel-chromium coatings on brass and 
zine base die castings, and chromate finishes on steel: methods for 
tests; and recommended practical for hard chromium plating and 
for preparing low-carbon steel for plating. 


Send your order, with check, to 


AMERICAN ELECTROPLATERS’ SOCIETY 


P. O. Box 168, Jenkintown, Pa. 








Personals 


Martin W. Radom has been appointed 
Detroit area District Manager with offices 
at 2970 West Grand Boulevard, Detroit 
2, Mich., by the American Buff Com, any, 
2414 S. La Salle Street, Chicago, Ill. 


Radom 


Mr. Radom, a graduate of the Univer- 
sity of Michigan, served overseas as an 
army captain in World War II. He has 
been in service-engineering capacity with 
the American Buff Company since _ his 
separation from military service. 


William D. Wilson has been appointed 
District Sales Representative in Northern 
New Jersey and New York City for the 
Special Chemicals Division of the Penn- 
sylvania Salt Manufacturing Company. 
Before joining Pennsalt last January, he 
was a chemist with the McCormick lub- 
ber Company, Ridgefield Park, N. J., 
for eleven years and with Curtis-Wright, 
Caldwell, N. J., for six years. Mr. Wil- 
son, a graduate of Pratt Institute, Brook- 
lyn, N. Y., is a member of the American 
Electroplaters’ Society. He and Mrs. 
Wilson and their two children reside at 


31 Byrd Avenue, Bloomfield, N. J. 


John A. Bauer, former Sales Manager 
of the Hanson Van Winkle Munning 
Company, has been appointed  Vice- 


President and Sales Manager to succeed 
Louis M. Hague, newly appointed Presi- 
Mr. Bauer has 


dent of the Company. 


Bauer 





been with the company twenty-two years, 
starting as Advertising Manager of the 
former A. P. Munning Company. He 
later served as Manager of the Pittsburzh., 
Philadelphia and New York offices, re- 
turning to the home office in 1939 as 
Assistant Sales Manager. 
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Better Finishes! Greater flexibility 
Toul gives more and finer “breaks” when 







POLISHING WHEELS 
AND BELTS 


LEADING 
PLANTS REPORT: 


Longer Wheel Head Life! Thanks to 
Vow! Gripmaster's special high-heat resist- AVEK 
© ing ingredient! MOR 


Fewer Stops for Wheel Changes! 
Toul Gripmaster locks in grains of emery 
bd “vise tight !”" 


Inventories Simplified! One grade 
Toul grips all grains—300 to 20. No 
© special sizer needed! 


e wheel is “cracked!” 


Goodbye to S$. O.! There’s no Stock- 
Vow! yards Odor in Gripmaster. It's clean, 
© — odor-free! 


GRIPMASTER MEETS EVERY NEED 


Gives astounding results on all metals—ferrous 
and non-ferrous. Ideal for plastics, too! 





GRIPMASTER DIVISION IN CANADA: 
NELSON CHEMICALS CORPORATION H. C. Nelson Chemicals, Lid. 
12345 Schaefer Hwy, Detroit 27, Mich., U.S.A. Windsor, Ontario 


Send us a generous FREE SAMPLE of Gripmaster. 
Send us data on how to boost polishing production. 
Have a representative call to demonstrate. 


COMPANY 
ATTENTION 


ADDRESS 
CITY STATE 
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“HARRISON 


Buffing and Polishing 
COMPOUNDS- 


STAND OUT 


To make your products stand out competitively, specify HARRISON cake or liquid com- 
pounds. Their fast cutting and quick cleaning action insure economy of operation. 


SPECIAL: Harrison has developed a new dip compound that creates a head on the buff. 
You get a deeper cut... use less compound... save! 


At your request, our experienced technical representatives will call to advise you on 
special problems. 


Cement ° Buffs * Buffing and Polishing Compounds 
HARRISON & CO., INC. e HAVERHILL, MASS. 


FOR FUaTeES INFORMATION, USE READER eeaee CARB; | enCeRTE A 490. 









SPARKLER 


Horizontal Plate 


FILTERS 


Because the filter cake is _ cost, operation. Sparkler fil- 
held horizontally, it is abso- | ters are pressure-tight and 
lutely stable to the end of leak-proof, designed for in- 
each filtering cycle. And termittent or continuous op- 
cycles are longer because the €fation. 
cake retains its porosity 4 Plating Solution Types 
longer. That is why the “ho- 1. Rubber-lined for bright nickel 
Ss ae 2 2. Stainless steel for acids 
rizontal principle,’ as em- : , 
bodied in S k fil 3. All Iron for alkaline solutions 
odied in opart ler ilters, 4. All Steel (with Stainless Pump) 
gives you more efficient, low for chromium 


SPARKLER MANUFACTURING CO. 


Mundelein, Illinois 


Made in Capacities 
60 to 10,000 G.P.H. 


See your supplier or 
Write for details 
Our Engineering Serv- 


ice is available for any 
specialized problems. 


= 


ssa: ll as. Sth tai. ie, boats Sas 
ey NR ee Ge we Oe 
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Personals 










Robert M. Norton has been a pointy 
Assistant Sales Manager by the Hang 
Van Winkle-Munning Company Mat, 
wan, N. J. Prior to his new ass znmey 
Mr. Norton was engaged in sale~ pron 
tion activities at Matawan; bef. re thg 









_ FOR 

Norton : 

t 

} 

| 

he served Hanson-Van Winkle-Munnin FO 


customers in the electroplating and 
polishing equipment and supply field ip 
the capacity of District Manager lor Ney 
York and New England, and Field Rep. Fi 
resentative in the New York State terr- 
tory. Before joining the organization in 
1940, he was a District Sales Manage 
for the Western Union Telegraph Con. 
pany. 1 


Russell C. Fancher has been appointed 
Sales Representative of The U. S. Stone. 
ware Company in the Detroit area. He 
will work out of its newly opened office 
at 6432 Cass Avenue. 


Mr. Fancher is well known to the 
chemical and metal finishing trades in 
the Detroit area and is a member of The 
American Electroplaters’ Society, Ameri 
can Society for Metals, American Chen- 
ical Society, and Detroit Junior Chamber 
of Commerce. He is a graduate of De 
troit Institute of Technology with 
B.S. degree in Chemistry, has taken 
additional work at Penn State College 
and at Loughborough Technical College, 
England, and is a Key member of The 
Sigma Rho Tau, honorary engineering 
fraternity. Prior to his 1943 enlistment 
in the U. S. Army, Mr. Fancher worked 
for several manufacturing organizations 
in Detroit, in both the chemical and 
metal-finishing fields. Receiving his dis- 
charge from the Combat Engineers i 
1946, he joined the sales organization of 
Eaton Chemical and Dyestuff Company 
of Detroit, where he specialized in sales 
and service of metal-finishing processes 
and chemicals, particularly bright nickel 
and color anodizing. 


Marvin J. Udy, internationally known 
chemist and metallurgist, was awarded 
the Jacob F. Schoellkopf Metal for 1948 
by the Western New York Section o* the 
American Chemical Society. Arnong 
Udy’s better known achievements is the 
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FOR C OMIUM PLATING 


Cac: ium Anodes 
Udy te Salt No. T 
Udy ‘te Salt No. 2 
Ud» orite 


FOR JROMIUM PLATING — 


Le~’ Alley Anodes 
Choomic Acid 


"FOR COPPER PLATING 


Cooper Anodes 
Bright Copper 

FOR NICKEL PLATING 
Nickel Anodes 
Bright Nickel 
Nickel Salts 
Nickel Carbonate 
Nickel Chloride 
Boric Acid 


FOR SILVER PLATING 
Silver Anodes 
Silver Cyanide 

FOR TIN PLATING 
Tin Anodes 
Sodium Stannate 
Sodium Acetate 


FOR ZINC PLATING 
Zinc Anodes 
Bright Zinc 
Zinc Oxide 
Caustic Soda 

ELECTRODES 
Duriron 
Steel 

CLEANERS 

ABRASIVES 


BUFFS & WHEELS 


POLISHING COMPOUNDS 


RUBBER 
Boots 
Gloves 
Clothing 


TEST SETS 
CYANIDES 

ACIDS 

RACK COATINGS 
LACQUERS 
BRUSHES 

GLUE 

ANODE BAGS 


CHROME LOCK TUBES 
BALL ANODE CONTAINERS 


PLASTIC TUBING 


MISCELLANEOUS CHEMICALS 


, 1948 





JUST NAME WHAT YOU NEED! HERE’S... 


V0 


pod 


IN PLATING AND POLISHING SUPPLIES 





Here—under one roof — is everything you need for modern, 
high-efficiency plating and polishing operations. And that spells 
real convenience for you! It saves your time, it simplifies your 
records, and means speedier service when you make a habit 
of ordering all your plating supplies from Udylite Corporation. 
All Udylite supplies are laboratory-tested to assure maximum 


serviceability and efficiency . . . with satisfaction guaranteed. 


COMPLETE TECHNICAL SERVICE AT YOUR COMMAND 


Udylite’s Technical Staff and modern electroplating labora- 
tories are at your service at all times to help you develop 
better, more profitable operations. We will test your solutions, 
without cost... design entire plating plants... advise on 
operating methods and processes. Call us in on any plating 


problem — no obligation whatever. 


PIONEER OF A BETTER WAY IN PLATING... 








THE 


Udylite 


CORPORATION 








Detroit 11, Mich. 
Represented in Principal Cities 


FOR F 
URTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 492 
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Personals 


development of the process for cadmium 
plating, the patents for which were the 
basis for the formation of The Udylite 
Corporation of Detroit, and the chro- 
mium plating process successfully cited 
against Fink’s patents in several patent 
suits. 

James A. Lee, Managing Editor of 
“Chemical Engineering’? magazine, at the 
Annual Business Meeting of The Electro- 
chemical Society during its 93rd Conven- 
tion, was elected the Society’s President, 
to succeed Mr. George W. Heise. Acces- 
sion to the presidency culminates Mr. 
Lee’s long service on the Board of Di- 
recotrs. Ralph M. Hunter, Manager of 
the Electrochemical Division of the Dow 
Chemical Company, was elected Vice- 


President. Dr. R. M. Burns, Chemical 
Director of Bell Telephone Laboratories, 
Inc., was re-elected Secretary, and W. W. 
Winship, formerly with the Thermal 
Syndicate, Ltd., and beginning with 
June 1 with Winship Silica Products 
Company, First National Bank Building, 
Freeport, L. I., N. Y., was re-elected 
Treasurer. 

Ernest James Wright has been ap- 
pointed Development Engineer of the 
Australian General Electric Company, 
Auburn, Sydney. Mr. Wright, who is 
the president of the Sydney, Australia, 
Branch of the American Electroplaters’ 
Society, was formerly the Senior Foreman 
of the Metal Finishing, Appliance Assem- 
bly, Bakelite Mouldings and Coil Wind- 
ing Departments of the same company. 
Mr. John R. Godfrey, who is the secre- 
tary of the same branch, has been left to 






supervise the metal finishing departmey 
as Junior Foreman. Both Mr. Wrigh 
and Mr. Godfrey have completed ‘went, 
years of service with the company 
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@ Niehaus Fume Separators will reduce 
your overhead two ways... overhead 
expenses and space-consuming 
overhead ductwork. By water absorption 
and centrifugal separation, it will 
effectively control the fumes from your 
cleaning and plating solutions. 

The complete unit is located alongside 
your tank .. . no expensive blowers or 
long ducts are required. No air is 
discharged outside. 

For complete specifications and 
information on how the Niehaus Fume 
Separator eliminates costly equipment, 
reduces installation costs, and sells for 
less. Write for illustrated folder. 








































Niehaus Fume 
Separator 


INDUSTRIAL ELECTROPLATING COMPANY, 


219 West Vermont Street, Indianapolis 4, Indiana 
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WANTED: Aggressive man, 26 
to 32 years of age, with chemis'ry 
or chemical engineering back. 
ground and some industrial -x- 
perience in electro-plating and 
metal finishing field. Position in 
general sales department work, 
plant layout, compiling proposals, 
quotations, etc. Some service and 
outside sales work as ability is 
developed, pointing, after suffici- 
ent training and experience, to 
sales engineering position. Mid- 
west manufacturer, operating na- 
tionally. Write fully giving educa- 
tion and experience details, in- 
cluding salary expected. Reply ‘o: 


P-7A, PLATING 
P. O. Box 168, Jenkintown, Pa. 





























POSITION OPEN q 






Plating Room Foreman: Cap- 
able man between 30 and 40 years 
old with 8 to 12 years plating ex- 
—_ especially in plating zinc 

ase die castings and able to con- 
trol copper and brass plating solu- 
tions by chemical analysis, to have 
full responsibility in small plating 
department with 10 employees. 
Southern Atlantic State. Begin- 
ing salary, $3,600.00. Reply to: 


P-7B, PLATING 
P. O. Box 168, Jenkintown, Pa. 















SALESMAN WANTED 





Nationally known manufacturer 
has opening for a man with a thor- 
ough knowledge of polishing and 
buffing equipment, wheels, com- 
positions, etc. Previous sales ex- 
perience desirable. Must be free 
to travel. State age, experience, 
and salary expected. Reply to: 


P-7C, PLATING 
P. O. Box 168, Jenkintown, Pa. 








ELECTROPLATING 
ENGINEER 
DESIRES POSITION 


Mature man with diversified ex- 
perience in copper, nickel, chrom- 
ium and silver plating, including 
rack design, equipment mainten- 
ance, analysis, and research, who 
has specialized in beverage-making 
devices and also in thermostat de- 
sign and use and who has hai 
more than four years of college 
training in electrical engineering 
and chemistry, seeks responsible 
position. Reply to: 


P-7D, PLATING 
P. O. Box 168, Jenkintown, Pa. 


— 
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NICKEL SHORTAGE 


SLNCE THE WAR electroplating has become the second largest single 
outlet for nickel. This is at least partially explained by the increased 
nickel coating thicknesses which are being applied for purpose of im- 
proved rust protection. 







Like the demand for nickel anodes, the total demand for nickel has 
increased to a point that it exceeds the production by a substantial ‘mar- 
gin. It has therefore been necessary, beginning May 1, to limit shipments 
to consumers on the basis of their last year’s consumption, a policy which 


certainly will continue through the month of July and probably into 
the Fall. 


What then is the plater going to do to meet the current high de- 
mand? Two methods were used in 1941 when a similar situation existed. 
One was to substitute copper for a portion of the nickel, keeping the 
total thickness constant or increasing it slightly. That that was-a poor 
idea soon became evident from the appearance of the bright work on the 
cars in the street and, according to the Editors’ observations, fully sub- 
stantiated by the behavior of the copper-nickel-chromium plated panels 
now being exposed outdoors by Committee B-8 of A. S.T. M.: copper 
adds very little if anything to the protection afforded by the nickel, and, 
in industrial atmospheres, tends to cause increased staining of the plate. 
Another was to zinc plate, buff the zinc, and protect it with a clear, ad- 
herent lacquer enamel. That method provided rust protection, at least 
where the organic film was not cut through or abraded in service, but the 
appearance certainly was inferior to that of chromium plate. 























What, then, is the answer? Eliminate waste wherever possible, 
reduce the nickel thickness as much as necessary, and, possibly, apply a 
non-permeable, adherent, clear synthetic coating over the chromium 
wherever feasible—these seem to be the logical steps according to our pre- 
sent knowledge. Our readers would benefit from additional information 
and suggestions pertaining to this important subject. 
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PERIODIC REVERSE Current Electroplating* has been developed to 
a point that today it is feasible to deposit superior copper coatings com- 
mercially at higher rates than have ever been possible under comparable 
conditions. P R current apparatus for some capacities is already avail- 
able with reasonable deliveries and costs. Beneficial results have been 
secured in pilot-line production with brass, silver, zinc, tin, cadmium, 
gold, iron and nickel. As equipment becomes ave‘lable and experience 
is gained, the P. R. process should find widespread appucation also with 
these metals. 















* Patents pending to the Westinghouse Electric Corporation, Pittsburgh, Pa. 
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EF R electroplating is practiced by 
rev rsing the plating current briefly at 


sho_{, periodic intervals. In this man- 
ner. unsound and inferior metal de- 
pos ed in the previous plating inter- 
val s removed, and succeeding layers 
are always plated on sound metal to 
pro uce a deposit of superior qualities 
of strength, elasticity, density, and 
fre‘ 1om from flaws such as porosity. 








UNIFORMITY OF COATING 
rowing power with P R_ plating 
is iccreased greatly as evidenced by 
the uniform distribution of metal on 
the edges and in the center of a panel. 
Furthermore, scratches, pores, and 
nodes in the base metal that are gen- 
erally emphasized by conventional plating methods 
tend to be smoothed over in the P R_ plating process. 
In Fig. 1, left, a narrow scratch, 0.001 inch deep, is 
shown as it is progressively being filled with P R 
plated copper. In Fig. 1, right, a wide scratch is shown 
plated with DC and with PR It is evident that 
wide scratches or cuts are not filled but faithfully 
reproduced. Practical examples of this condition have 
been seen where 0.016 inch thick copper has been 
P R_ plated over engraved initials without any of the 
detail being lost. 

In Fig. 2 the effects of typical imperfections in the 
base metal are compared for both conventional and 
P R methods. Burrs become reduced in prominence, 
and scratches tend to become filled. Evidently the 
deposit forming over the high points of the burrs is 
particularly susceptible to improvement by the use of 
reversed current and irregularities tend to be smoothed 
out. The contrast between the buildup by the two 
methods at the corners of the base metal may seem 
exaggerated in Fig. 2, but the photomicrograph in 
Fig. 3 is an indication of how uniformly a P R_ de- 
posit does follow around corners. 
the base are exaggerated to show this more clearly. 
There is extremely little buildup on the corners and 
little evidence of nodules with this approximately 
0,040 inch thick cyanide copper deposit. A cycle more 
sacrificial than normal which gave a current efficiency 
of 50 per cent was chosen in this case to indicate the 
possibilities of the new method. However, this effi- 
ciency is comparable to that of conventional electro- 
forming practice in acid copper solutions and the 
tough, dense, well-distributed cyanide-plated copper 
B) oflcrs many advantages. 


a] 


ABSENCE OF NODULES 
In the past, it never has been possible to build up 
hee vy deposits of copper plate in a cyanide bath. On 
arelatively rough base metal, with rapid filtration and 
agi‘ation in a high-speed bath, 0.016 inch thick copper 
pla'e has many nodules, as can be seen in Fig. 4. Even 
wh-n the base metal has been polished and the solu- 
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Fig. 1. Schematic illustration of throw in P R 
plating. Left: progressive filling of deep, narrow 
scratches; right: absence of filling of grooves or 
engraving cuts which instead are faithfully repro- 








The lines parallel to’ 


duced by P R plating (top) in contrast to DC 


plating (bottom) 


SCHEMATIC DRAWING OF DEPOSIT GROSS SECTION 








SCRATCH PORE METAL 











D C PLATING 
BURR 
PLATING 
SCRATCH > nl 





CORNER 


P R PLATING 


Fig. 2. Schematic illustration of improvements 

possible with P R plating (top) over D C plating 

(bottom). From a variety of actual specimen 
cross sections 


tion is being agitated and filtered and contains organic 
brighteners, the deposit still develops nodules like 
those of Fig. 5 after a few thousandths of an inch have 
been applied. As compared with this, a 15-second 
cathode, 5-second anode contactor cycle in P R_ plat- 
ing produces the smooth, heavy deposits of Fig. 3. 
Agitation and filtration are still recommended, but it 
is possible to eliminate the use of organic addition 
agents when P R plating is used. 


PLATING SPEED 

Because cf the reversed current periods in the P R 
plating cycle, the reasons why the overall plating time 
is decreased may not be obvious. Actually, much 
higher speeds and current densities are possible with 
the new process because of the additional metal ions 
that are formed at the face of the cathode during the 
period of current reversal. 


SMOOTHNESS OF DEPosITS 
Even at these higher speeds, the quality of the de- 
posit is generally better than that with the best direct- 
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Fig. 3. Photomicrograph of 0.040 inch thick 
copper coating deposited by P R_ plating ina high 
speed potassium copper cyanide bath without 
addition agents at 180° F and 50 per cent effi- 
ciency (15-second cathode, 5-second anode cycle) 
without agitation. 50 X, reduced to 25 X. Ab- 
sence of build-up on corners important in elec- 
troforming 


* 


»: “apse 
ee sl 


| Fig. 5. Photomicrograph of 0.020 inch thick 

copper coating with nodules deposited by D. C. 

plating on very smooth base metal in high-speed 

potassium copper cyanide bath containing organic 

addition agents operated with filtration and agita- 
tion at 180° F. 200X, reduced to 100X. 


current plating. For instance, from seven to ten hours 
had been required to deposit 0.016 inch of copper by 
potassium-copper cyanide barrel plating. By rack 
plating five hours were required, but the coating was 
very rough in appearance. P R_ plating required less 
than four hours to produce a plate of the same thick- 
ness and superior to those of either of the conven- 
tional methods. 

A direct comparison of plating results at various 
current densities is given in Fig. 6. Here standard 
samples were plated in a simple copper sulphate- 
sulphuric acid bath. The panels shown to the right 
were processed by the P R method with a two-second 
cathode, one-half-second anode cycle; those to the 
left were plated with continuous direct current. 
Roughness in the panels plated with continuous direct 
current becomes increasingly evident at current den- 
sities above 50 asf. 

The two panels in Fig. 6 plated at 50 asf were put 


710 


Fig. 4 & Wichiaiieaae of 0.016 inch thick co;»per 
coating with typical nodules deposited by i) C 
plating on rough base metal in high- speed polas- 
sium copper cyanide bath containing organic 


addition agent operated with filtration and agita- 
tion at 180° F. 200X, reduced to 100X. 


oo 
SOAS. 


Fig. 6. Corner effects in D C and P R platin 
with simple copper sulfate-sulfuric acid bath with 
out addition agents or agitation at room tempera- 
ture. P R_ cycles: 2-sec. cathode, %-sec. anod: 
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Brush analyzer employed for measure- 
ments of surface roughness 


in the Brush Surface Analyzer shown in Fig. 7, and 
surface-roughness measurements were taken at the 
locations shown in Fig. 8. Results of these measure- 
ments as given by the root-mean-square meter are 
shown in Fig. 9 and indicate how the roughness of the 
deposit near the edges does not become excessive with 
P BR plating. 


The lines on the charts of Fig. 9 had to be inked by 
hand for better reproduction so they are only approxi- 
mate. To indicate better the actual roughness values, 
they have been plotted as root-mean-square values of 
roughness in microinches in Fig. 10 against distances 
from the edge of the panel. Roughness of the P R 
plate varies from approximately four microinches at 
a point near the edge to around one microinch at the 
exact center of the panel. This ratio of about 4:1 can 
be compared with an approximate ratio of 8:1 in the 
continuous-current plate. At the center of the panel, 
conventional plating methods produce a roughness 
value of slightly over five times that found with P R. 


P R_ plating is more advantageous with higher cur- 
rent densities than is continuous direct current (see 
Appendix). While the amount of metal plated per 
ampere-hour is somewhat less than with direct cur- 
rent, in most plating installations the cost of current 
is a minor item when compared to the cost of labor, 
equipment, and solution maintenance. Savings result- 
ing in reduced buffing and polishing costs because of 
the smoother, brighter finish from P R methods and 
the zreater output possible from a given installation 
far overshadow any increase in the cost of power. 
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Fig. 8. Locations of surface roughness measure- 
ments on standard panels 





REVERSAL EQUIPMENT 

It is essential that switching be rapid for best re- 
sults when the new process is used. If the current does 
not build up to the full amount immediately after 
reversals in the P R cycle, the process becomes less 
efficient (see Switching Efficiency in Appendix) and 
maximum lustre does not develop. With poor current 
reversal, plating speeds may be reduced and inferior 
deposits may result. 

The current can be reversed for P R plating either 
by reversing the field excitation of the D C plating 
generator or by means of a contactor. Both methods 
have been tried in the laboratory and in commercial 
practice. While reversing the generator field can be 
accomplished with a minimum of equipment, experience 
indicates that this is not the most satisfactory way. 
Reversal of the low-voltage plating current by con- 
tactors has advantages that more than offset the 
additional cost of this equipment. 

A current-switching curve of a low-voltage con- 
tactor is given in Fig. 11; it will be noticed that when 
the contactor closes, the current builds up almost 
instantaneously to its full value in either direction. 
A comparable curve of current from a generator when 
the field is reversed is shown in Fig. 12; two or three 
seconds are required after each reversal before the full 
current becomes fully effective. | The shaded areas 
are a measure of the coulombs not available because 
of these delays. As a consequence the plating time 
must be lengthened for the same result by as much 
as 10 per cent. 

Heavy-duty contactors are available for currents 


711 





PAT ii 


Bae TF 





sei 
AL 


D C PLATING 





P R PLATING 


Fig. 9. Surface roughness “charts of panels plated by D C 
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MICROINCHES 
n 


and P R at 50 asf. Figures refer to locations in Fig. 8 


up to 1000 amperes, and active development work is 
being carried out on larger units. The requirements 
are long life, which means many millions of opera- 
tions, and uniform cycling. An actual oscillograph of 
a 1200-ampere contactor in operation is shown in Fig. 
13. Cycling is obtained by means of an electronic 
timer, such as shown in Fig. 14, which is not affected 
by the usual fluctuations in line voltage and gives the 
required accuracy of cycling. The current carrying 
capacity is 100 amperes, so that the unit not only can 
be employed to operate contactors for heavy currents 
but also can itself be used for reversing currents within 
its range. 


ANODE BEHAVIOR 


While improvements to the cathode have been dis- 
cussed in this article*, nothing has been said about the 
anodes. In cyanide copper plating with direct current 
quite frequently difficulty is encountered with the 
anodes becoming passive or black. Generally, this 
results from too low a free cyanide or hydroxide con- 
tent or too high a current density. With P R plating 
this trouble is greatly reduced and usually eliminated. 
In addition, the anodes corrode more uniformly. They 
do not dissolve away at the edge but are reduced uni- 
‘formly in thickness, thereby maintaining a more nearly 
constant anode area. This condition should prove a 
real advantage in large conveyor lines. 


APPENDIX 


DEFINITIONS 


Cathode Current Efficiency: The percentage of coulombs 
which is effective in depositing metal on the work 


NORMAL PLATING 


PR PLATING 





Le] 25 .5O v5 1.00 
DISTANCE FROM EDGE OF PANEL-INCHES 


Fig. 10. Surface roughness from 
Fig. 9 plotted against location 


while it is cathode (conventional D C cathode 
efficiency). 

P R Cycle Efficiency: The net time of plating divided 
by the total cycle time (assuming 100 per cent 
switching efficiency, i. e., instantaneous switching. 


Switching Efficiency: The time of plating plus the 
time of deplating divided by the total time of a 
cycle, assuming a square wave to plate and deplate 
amounts equal to those in the actual PR cycle. 
This is a measure of the time lost due to failure to 
accomplish full reversal of current flow instantane- 
ously and depends on a combination of mechanical 
and electrical factors. 


Anode Current Efficiency: Since the work is alternately 
anode and cathode, the identical area is involved 
and the anode and cathode current densities are ‘he 
same. In most cases the anode and cathode current 
efficiencies will be approximately the same and, or 
the sake of simplicity, are assumed to be equal. 

Effective Current Density: The current density tl at 
by direct current methods would cause depositi \n 
of the same amount of metal in the same time 1s 
obtained with a given P R process. 





*Also in article, “Periodic Reverse Current Electroplating”, by George W. Jernstedt, Metal Finishing, February, 1947, p. 68. 
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S* “CHING EFFICIENCY FOR CYCLE OF 5 SECONDS PLATING, 
| SECOND DEPLATING, CONTACTOR REVERSAL 
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Fiy. 11. Schematic illustration of current varia- 
tion during low-voltage P R plating with con- 
tactors in plating circuit 


CALCULATIONS 
The theoretical P R cycle efficiency (assuming 100 
per cent switching efficiency) can be obtained by the 
following expression: 


Plating Time — Deplating Time 
x 100 = 





4) - 
- Plating Time + Deplating Time 
P. R. cycle efficiency in % 
For the cycle in Fig. 11, this would be: 

5-1 

——— x 100 = 66%% 

5+1 

The overall efficiency of a P R_ plating operation 

is still lower because of the time required to change the 
direction of the current, i.e., the switching effiicency 
factor. An indication of the magnitude of this effi- 
ciency may be seen in Figs. 11 and 12. 


Taking the example just given for a 5-second cath- 
ode, |-second anode cycle and assuming a 95 per cent 
cathode current efficiency and the 97 per cent switch- 
ing efliciency shown in Fig. 11, the overall efficiency 
forthe PR installation would be as follows: 

6624% x 95% x 97% = 61% 

Most applications for P R_ plating will fall in the 
range of 60 to 70 per cent overall efficiency. 

Another method of evalvating the rate of plating 
fora PR cycle is to determine the cathode current 
density during the plating period and employ it in the 
following expression: 


(2) Cathode current density x P R cycle efficiency* = 
effective current density 


In P R plating, the effective current density ob- 
tained in this manner is the current density required 
to deposit an equivalent amount of metal in the same 
time with direct current. 

The effective current density multiplied by the 
switc ing efficiency can be employed in the standard 
direc'-current procedures to determine plating” rates 
and « ‘ficiencies. 


—_—— 


*Se equation (1). 
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Fig. 12. Schematic illustration of current varia- 
tion during P R plating with generator field 
reversal 


Jeorn 


Fig. 13. Actual oscillogram of current variation 
during low-voltage P R_ plating with contactors 
in plating circuit 
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Fig. 14. 


Electronic timer for large-capacity 
contactor 
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William Blum 


WILLIAM BLUM can look back on a very fruitful 
life in the service of the electroplating industry. As 
Chief of the Electrodeposition Section of the Na- 
tional Bureau of Standards he has contributed much 
to our knowledge of plating fundamentals. 


Born in Philadelphia on December 28, 1881, as 
one of nine children, Blum early learned the art of 
getting along with others, an ability which has 
earned him a very large host of friends. He gradu- 
ated from University of Pennsylvania in 1903 and 
went to teach at the University of Utah. He obtained 
his Ph.D. degree from his Alma Mater in 1908 and 
accepted an appointment at the National Bureau of 
Standards in 1908. During World War I his atten- 
tion was directed to electroplating, which has since 
become his life's work. 


It is difficult to select a few of Blum’s contributions 
for special mention in this limited space; over sev- 
enty papers bear his name as author or co-author. 
Hardly any phase of electrodeposition has eluded his 
attention, be it scientific or technical. His monument 
is ‘Principles of Electroplating and Electroforming’”’, 
which he first published in 1924 in collaboration 
with George B. Hogaboom. A second edition ap- 
peared in 1930 and rumor has it that a third is in 
preparation. The value of ‘Blum and Hogaboom”’ 
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is best indicated by the fact that it is still a standard 
text for all who study electroplating, in spite of the 
fact that many of the described processes have under- 
gone further development and refinement. Th 
principles so well thought through and presented 
still remain fundamentally unchanged. 


Perhaps most important has been the teaching 
enjoyed by his younger associates at the Bureau, 
many of whom have themselves become important 
figures in the industry. All who have had the oppor- 
tunity to work with him in technical and scientific 
societies and committeess have received from him 
inspiration and knowledge. 


Among recognitions which properly have come to 
Blum are the presidency of the Electrochemical Society 
(1926) and its Acheson Medal (1944), the Medal o 
the American Institute of Chemists (1926), an hon- 
orary membership in the American Electroplaters 
Society and its special award (1928). 


But Blum’s interests cover a much wider field than 
his science. He once served as mayor of his com: 
munity, Chevy Chase, Maryland, and as such suc: 
ceeded in having installed various public services op: 
posed by the machine politicians. He has also been an 
active member of his church, Chevy Chase Presbyterian 
Church, and taken particular interest in its youth work. 


‘PLATIN 





found 
insula 
equip 
tial to 
fo alte 
cadmii 
first J 
white 
with 

mium 
mately 


The 
the cé 
platec 
find a 

The 
white 
from 
opaqt 
illumi 
often 
they « 
vent | 

In 
sion | 
berg! 
rials | 
other 
of ca 
like « 
diam: 
ing v 
of wl 


An 





show 
rial, 
ident 


teen 


*Met! 
JULY 








ndard 

of the 

inder- 
Th 


ented 


ching 
eau, 
ortant 
ppor- 
ntific 
_ him 


ne to 
ciety 
a | of 

hon- 
aters 


than 
com: 


Tio aller the plating. 


orrosion of cadmium plated parts in electromagnetic assemblies was 
found to be caused principally by the enclosure of certain phenolic base 
insulating materials and paints in intimate contact with the plated 
equipment. Since many of the corroding materials are essen- 

tial to the operation of the equipment, it seemed desirable 


From the tests reported here, 
cadmium-nickel-chromium plate finish is rated 


Rifirst for resistance to the formation of 


white salts and moisture corrosion, 
with cadmium-nickel and cad- 
mium-lin rated approzi- 

mately equal as second. 


Notes on the prevention of 


white powder corrosion of cadmium plate 


INTRODUCTION 

The object of this investigation was to determine 
the cause of the ‘“‘white powder”’ corrosion of cadmium 
plated iron parts of electromagnetic assemblies and to 
find a means of eliminating it. 

The corrosion product in question takes the form of 
white snowlike crystals, which frequently start to grow 
from exposed corners or edges. The crystals appear 
opaque in transmitted light but reflect light when 
illuminated from the direction of the observer. They 
often form such thick coatings on the surfaces that 
they cause moving parts to jam and mechanically pre- 
vent operation of the unit. 

In reviewing the literature which deals with corro- 
sion of cadmium plating, it was noted that Soder- 
berg' had observed the same phenomenon with mate- 
rials containing unsaturated oils. Cobb? describes an- 
other, somewhat similar phenomenon, the appearance 
of cadmium “‘whiskers’’ composed of straight needle- 
like crystals varying from 0.00001 to 0.00005 inch in 
diameter. It was considered that poor cadmium plat- 
ing was the greatest factor in promoting the growth 
of whiskers. 


NATURE OF CoRROSION 
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Analyses of the “white corrosion’ products have 
shown them to consist of water soluble organic mate- 


tial. In several instances cadmium formate was 
identified. 


L. H. SEABRIGHT* AND J. TREZEK+ 
Kellogg Switchboard and Supply Co., Chicago, Illinois 


In all cases the cadmium plated parts were enclosed 
with certain organic materials such as impregnated 
fabric or paper used for electrical insulation, liquid 
seals, or paints containing oils of vegetable origin. 

These materials decompose in the presence of warm 
air and high humidity and form volatile organic acids. 
High temperatures increase the rate of oxidation and 
volatilization of the impregnating materials, and high 
humidity promotes solution and dissociation of the 
vapors. In the absence of air circulation the vapors 
become sufficiently concentrated to attack the cad- 
mium plate on the equipment assembly. This is borne 
out by the fact that corrosion of cadmium plated 
equipment is especially prevalent in tropical climates. 


EXPERIMENTAL 

A test similar to that recommended by Soderberg! 
was used to determine the tendency of materials to 
produce white salts. Each different kind of material 
was put in a separate glass stoppered bottle or con- 
tainer in contact with a plated part and heated at 
225° F for up to 96 hours. The sample bottles were 
prepared in the humid atmosphere of the plating 
department in order to provide the desired atmos- 
pheric condition in the bottles. If no corrosion took 
place after 24 hours of heating, the material was con- 
sidered safe for use. Where cadmium corrosion oc- 
curred on heating, the odor from the bottle resem- 
bled very closely the characteristic odor of burnt 
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TABLE I. DEPOSITS TESTED 





Deposit 


Thickness of Deposit 





TD goo goa oe oy ta aa 
yak yeh sowed 
Cadmium-nickel...................... 
Cadmium-nickel-chromium............. 
ic Bo sate ses ast wos 
Copper-nickel-chromium............... 





0.0003 inch Cd 

0.0002 inch Cd +0.0001 inch Sn 

0.0002 inch Cd +0.0001 inch Ni 

0.0002 inch Cd +0.0001 inch Ni +0.00001 inch Ci 
0.0001 inch Cu +0.0002 inch Ni 

0.0001 inch Cu +0.0002 inch Ni +0.00001 inch Ci 





TABLE II. 


PLATING SOLUTIONS 

















Composition Current Bath 
Type —— ————_—_—— Density Temp. Anodes 
Chemical oz /gal asf Degrees F 

Cadmium...... Cadmium* 3-4.5 25-45 70-90 Cast cadmium 
Sodium cyanide, total* 12-17.5 
Caustic soda, total 2.1-3.2 
Cadalytet brightener 0.5-0.75 

ee Sodium stannate 12 20-30 150-180 Pure rolled tin 
Caustic soda 2-3 
Sodium acetate 2 

Nickelf........ Nickel sulfate 16-18 10-20 75-85 Cast nickel 
Ammonium chloride 3 
Boric acid | 

Chromium...... Chromic acid 40 100-150 120 6% antimonial lead 
Sulfuric acid 0.41 

Copper........ Copper cyanide 2.1-2.5 10-15 75-100 Rolled copper 
Sodium cyanide, total 3.2-3.8 
Sodium carbonate 1-4 





*Ratio NaCN/Cd = 3.9. 


tTrade name registered by E. I. du Pont de Nemours & Company, Wilmington, Del. 


grease, the same odor which has been noted in the 
field. If the bottles were not well closed, the develop- 
ment of white powder took place very slowly or not 
at all. This verifies the field observation that white 
powder corrosion appears only when the access of air 
and proper circulation is prevented. 


Some samples were rinsed in boiling distilled water 
after plating and others were rinsed in hot tap water, 
but no difference was found in the subsequent test 
results. 


In order to determine the resistance of the finishes 
to moisture, finished specimens were suspended four 
feet above a boiling hot water tank in the plating 
plant until rusting occurred. 


Because many of the materials which produce white 
salts are essential insulating materials which could not 
be eliminated from the equipment, tests were also run 
on composite coatings to find a more corrosion re- 
sistant finish. Copper-nickel, copper-nickel-chromium, 


tpH = 5.4-5.7. 


cadmium-tin, cadmium-nickel, and cadmium-nickel- 
chromium combinations of the thicknesses shown in 
Table I were tried in addition to the standard cad- 
mium finish. Some cadmium plated samples were 





coated with Maas & Waldstein No. 33 Water Dip 
Lacquer and tested as specified. 

The specimens were magnetic iron, annealed after 
machining. They were cleaned with reverse current 
for one minute in a hot alkali cleaner containing 44 
oz/gal (30-45 g/l) PennsaltQ K-7, rinsed twice in cold 
running water, pickled in concentrated muriatic acid 
until free from scale, immersed in two rinses of cold 
running water, dipped in the same alkali cleaner to 
neutralize the acid, and again rinsed in cold water. 

The plating was carried out in the solutions and 
under the conditions set forth in Table II. The cad- 
mium plated specimens were rinsed thoroughly in cold 
water, dipped for 15-30 seconds in a 5 per cent sul 
furic acid solution, and rinsed in cold, in hot, and 

(Text Continued on page 718) 





Trade name registered by Pennsylvania Salt Mfg. Co., Philadelphia, Pa. 
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TABLE III. HEATING TESTS 





Time for 
Formation of 
White Deposit 
hours 


Plate Material Appearance of Plate 





Cadmium 


Cadmium 


Cadmium 
Cadmium 
Cadmium 


Cadmium 


Cadmium 


Cadmium 


Cadmium 


Cadmium 


Cadmium 


Cadmium with 
water dip lacquer 
Cadmium-tin 


Varnished 
No. 103 Empire paper 


No. 103 Empire paper 
with activated charcoal 


Varnished cambric 
Phenolic insulators 
Varnish impregnated coil 
Electromagnetic coil 


(not impregnated) with 
heel iron 


Aluminum painted 
test strips 


No. 9440 Gray Enamel 
on test strips 


No. 100 Murphy’s Black 
Enamel on test strips 


Cellulose acetate type 
coil with one phenolic 
spool head 


Cellulose acetate film 


Varnished 
No. 103 Empire paper 
Varnished 
No. 103 Empire paper 


16 


Moderate white deposit 


No deposit 


Light brownish-white deposit 
Light brownish discoloration 
Heavy brown and white deposit 


Very slight deposit 


Moderate brown and white 
deposit 


Moderate white deposit 


Very slight white deposit 


Slight deposit near phenolic spool 
head 

No deposit 

Moderate white deposit 


Slight brown stain 


Copper-nickel Varnished No deposit 
NI M4 
nickel No. 103 Empire paper 
Ww it Copper-nickel- Varnished No deposit 
d cad- chromium No. 103 Empire paper 


3 were 
r Dip 





Cadmium-nickel 


Cadmium-nickel- 


Varnished 
No. 103 Empire paper 
Varnished 


No deposit 


No deposit 











| after chromium No. 103 Empire paper 

urrent 

ag 46 

n cold 

ce acid TABLE IV. RUSTING OF SPECIMENS SUSPENDED OVER HOT RINSE TANK 
f cold 

ner to 

ter, Time for Corrosion Comments 
s and 

e cat: Cadmium No rust 

n cold Cadmium-tin No rust 


it sul- 
and 


Cadmium-nickel 
Copper-nickel 
Copper-nickel-chromium 


Slight rust and discoloration 
Rust formed rapidly 
Rust formed rapidly 





monn buwn 


Cadmium-nickel-chromium.....................-. Slight rusting 
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again in cold water, all in order to remove traces of 
the plating solution from the pores of the metal. 
After tin plating or nickel plating, the specimens were 
rinsed in two cold waters and in hot water; after 
copper plating in two cold waters; and after chromium 
plating in cold water and in hot water. Following the 
final plating and rinsing, the specimens were dried. 

Both plating solutions and rinses had been highly 
purified to make certain that any corrosion products 
did not form because of improper methods. 

The pH of the plating solutions was determined at 
the operating temperatures of the bath with a Leeds 
and Northrup glass electrode pH meter. The solution 
composition was maintained within plus or minus 10 
per cent of the listed composition. Regular tests were 


also made with the Hull Cell to maintain a maximum | 


bright plating range. Uniformity of current density 
throughout the tanks at the listed values was assured 
by checking at different points with a current density 
meter, Model 56 of the Reliance Instrument Company. 

Plate thickness tests were made with the Magne- 
Gage using the method specified for composite coat- 
ings: the thickness of the initial cadmium or copper 
plate was determined first by means of the method for 
non-magnetic plate over iron; the total plate thick- 
ness was measured after completion of plating. The 
combined thickness of nickel and cadmium was meas- 
ured as if it were 100 per cent nickel; from this “‘ap- 
parent” thickness and the actual cadmium plate 
thickness, the actual total thickness was determined 
using the graphs furnished with the instrument. 


RESULTS 
The results of the heating tests on materials sus- 
pected to cause white powder corrosion of cadmium 
are shown in Table III. This table also shows the 
effect of a phenolic-base varnished paper (No. 103 
Empire) on combination coatings of cadmium-tin, 
cadmium-nickel and cadmium-nickel-chromium as well 





as of copper-nickel and copper-nickel-chromium. 

The rust resistance of the several coatings in ; 
humid plating room atmosphere is indicated ; 
Table IV. 


CONCLUSIONS 


In general, the tests have indicated that 

1. White powder corrosion of cadmium plated parts 
takes place in closed spaces when phenolic-hasa 
paints, varnishes or insulating materials ard 
present. 

2. The active substances are fumes, for example of 
formic acid. 





3. The corrosion may be prevented by absorption of 


the fumes with activated carbon (Test No. 2, 
Table IIT). 

4, Thin water-dip lacquer coatings over the cad- 
mium plate does not add resistance to this type 
of corrosion. 


ou 


. Top coatings of tin, nickel, or nickel-chromium 
prevent white powder corrosion in accelerate.» 
tests. On the basis of these tests and the high 
humidity tests, the cadmium-nickel-chromium 
combination appeared superior to the cadmium- 
tin or cadmium-nickel combinations which seem One 
to have about equal value. rodepc 

6. The composite coatings containing cadmiunjanditi 

gives protection against rusting in a highly hv-ported 

mid atmosphere which is superior to that afforde }<ess i 

by copper-nickel or copper-nickel-chromium coa |} depo 


ings of the thicknesses tested (Table I). milar 


, ; : , . ave Ww 
Field tests are now in progress which will show, i}: 


a few years, the true value of the finishes discusse ~~! 


here. ey 
asical 
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INTERNAL STRESS 

One of the most interesting characteristics of elec- 
rodeposits is that many of them are deposited in a 
Barklie and Davies in 1930 re- 
:ported a method for the quantitative measurement of 
ess in an electrodeposit!! and gave data on the stress 
: deposits of various metals. Marie and Thon reported 
milar work in 1932'. Recently, several investigators 
‘ave undertaken the study of the causes and effects of 
ptress in deposits'*, 1°, 
The method used by the several investigators is 
basically the same. A thin strip of metal is plated 
bn one side only; if the plated side becomes concave, 
here is tensile stress in the deposit, if it becomes con- 
vex, the stress is negative or compressive. Knowing 
the base metal and the deposit thicknesses and measur- 
ing the curvature, one may calculate the stress. 
Table V shows some of the results reported in the 
literature. 
The technique used by the present writers consists 
of plating one side only of a steel strip, 0.5 x 6 x 0.020 
nch. The back of the strip is stopped off with “Duo- 
lastix” lacquer and the strip is held rigidly for plating 
in the center of a 3 x 8 inch panel by means of two short 
overhanging clips. After plating, the curvature and the 
plating thickness is measured. In all the tests, the plate 
hickness is held between 0.0009 and 0.0011 inch. Six 
leasurements are made on each specimen at intervals 
fone inch, and these are averaged using a special 
method of weighting the individual readings according 
0 their distance from the center of the six-inch strip. 
n addition, four separate specimens are plated for each 
‘ondition under study and the results with all averaged. 

The deflection is measured in a special jig shown in 
Figs. 20 and 21. It consists of a Lucite frame of 6- 


? 















Heussner mispelled in June Issue 
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inch inside length with three electrical contacts 
along the back. The tip of a micrometer screw makes a 
fourth contact. Current is supplied by a 90-volt “B” 
battery. When the ends of the strip touch the two end 
contacts and the micrometer screw just touches the 
center of the strip, two tiny neon lamps light. Elec- 
tronics engineers, in fact, say that the micrometer does 
not even have to touch the strip because the 90 vclts 
will jump a gap of about 40 millionths of an inch. 

The curvature of every strip is measured both before 
and after plating and the difference is employed in the 
calculations. 

The formulas used by various investigators are 
somewhat different and lead to slightly different values. 
Barklie and Davies’ formula for stress in deposits is 
4E, ty? A 
tie eapaapenallie 

3t J? 
where t;, = thickness of base metal strip 
t. = thickness of coating 
E, = Young’s modulus of elasticity for the base 
metal 
A = deflection in the center of the arc 
1 = length of the arc 


Soderberg and Graham’s formula for nickel on steel, 
which are assumed to have the same Young’s modulus E, 
consists of two terms: a first term for the total stress 
in the uncurved strip as it is calculated from the de- 
flection, and a second term correcting for the stress 
introduced by the cooling of the bimetallic strip on 
removal from the plating bath. It can be written 

4E(t, +t.) A E( 5 c)(T—T,)(te + t)? 
s= + 
3tptl? 





(th + t.)° + 3trt. 
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Fig. 20. Instrument for measuring curvature of 
stress specimens 


where «, and «, = temperature coefficients of linear 
expansion of the base metal and the coating, 
respectively 
T = temperature at which r esults are to be applied 
T, = temperature of observation 
A recent calculation by E. Parker of the Chrysler 
Applied Physics Department gives a stress s; in nickel 
on steel when the strip has flexed 


Ey, ti? A 
. See 
3te(t, + t.)I? 


This formula gives about the same stress as the 
Barklie and Davies’ formula, but is more accurate for 
heavy plate thickness. 

It is important to define in what stress we are in- 
terested. If the test strip is held rigidly during plating 
and then released, it becomes curved. The curving has 
transferred some of the stress to the steel and the stress 
in the plated layer has been lowered. Since most plated 
parts are rigid enough not to flex during plating, we 
are more interested in the stress present in the plate 
before it is released. 

Parker provides a temperature correction and an 
increment to calculate the stress in the deposit when 
the piece cannot deflect. 

The following formula by Parker gives the value for 
the stress s, in the rigidly held piece in terms of the de- 
flection when the piece has flexed: 
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MICROMETER HEAD 
STRESS SPECIMEN 
RESISTORS 0.6 MEG) 
GLOW LAMPS 


WIRING DIAGRAM 


Ahi 





Fig. 21. Schematic view of and wiring diagram 
for instrument for measuring curvature of stress 
specimens 





There E, = Young’s modulus of elasticity for the pla 
ed coating 
When the curvature is measured at one temperatu 
T,, the stress s; at another temperature T will be: 


Sp= & + Ey( <p —« ,)(T—T,) 


Ni 
Ni 


Cr 


Zi 








The values of the stress increment caused by te 
perature are negative because nickel is plated abov 
room temperature and its expansion coefficient | 
higher than that of steel. The values are relative! 
small, however. 





The complete formula used by the present author 
was, therefore: 
4E,t2 A 4E.t. A 
s= + +E,(«,— «.) (T—T,)* 


3te(te + t.)P P 


No correlation was observed between grain st — 


and stress, between hardness and stress, or betwee 
ductility and stress. An attempt was made to discovel 
the factors influencing the stress produced in nickel d¢ 
posits. A standard bath of Watts type compositid 
was used. The concentrations of the bath component 


— 





*Combining the first two terms and assuming E, = Ec = 4 
one obtains 


4E (tp? + 3tpte + 3trt?e)A 
Sr = 
3te(te + te).? 
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which differs from the first term of the Soderberg-Graham fot 
mula only by t»/(t» + te, te? being negligible—(Eprror). 
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TABLE V. STRESS VALUES REPORTED IN LITERATURE 





Deposit Type of Bath 


Stress Investigator 


1000 psi 





Nickel Nickel ammonium sulfate 


Nickel Nickel sulfate, 250 g/I 
Boric acid, 30 g/l 
Sodium fluoride, 8 g/l 
Potassium chloride, 3 g/l 
PH 5.7, 10 asf, 20° C 


CuSO,.5H,0, 200 g/l 
H.SO,, 60 g/l 
30 asf, 35° C 


Copper 


Zinc Zinc sulfate, 143 g/l 
Sodium acetate, 0.25N 
Gum arabic 

10 asf, pH 4.3, 18° C 


Basic lead carbonate, 150 g/l 

50 per cent hydrofluoric acid, 240 g/l 
Boric acid, 105 g/l 

Glue, 0.2 g/l 

10 asf, 18° C 


Lead 


Nickel As above, DC 10 asf, AC-DC 22 asf 


Nickel 














As above, DC 10 asf, AC-DC 35.7 asf 


36. 4-38. 4 G. G. Stoney, 1909 


26.3 Barklie & Davies, 1930 


Barklie & Davies, 1930 


Practically zero 


—4.0* Barklie & Davies, 1930 


Practically zero Barklie & Davies, 0900 


8.3 











4.95 











*Negative value = stressed in compression. 


were varied, one at a time with the others being held 
at the standard values and were found to have little 
or no effect on stress. Likewise, the temperature and 
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LATING 


current density were varied, giving moderate changes 
in the stress observed. The baths used were all first 


Jearefully purified until spectroanalysis showed metallic 


impurities to be present only as traces; less than 2 ppm 
of copper, iron and zinc were present. 

The effect of the common operating variables on the 
stress is shown in Table VI. ‘All results were rounded 
off to the nearest 100 pounds. 

It may be noted that the factors which are known to 
increase polarization such as reduced agitation or 
increased current density result in higher stress than 
that observed with the standard condition. Variables 
known to reduce polarization, increased temperature, 
decreased current density, reduced the stress. This 
isin accord with the findings of Soderberg and Graham 
and of Barklie. 

The effects of impurities in the bath and of some 


= d . 
ickel = conditions are shown in Table VII. In the Watts 


type baths at a pH of 2.0, the additicn of 100 milligrams 
per liter of various metallic impurities in each case 
caused increased stress. This amount of impurity also 
caused visible defects in the plate in each case. With 
the Watts type bath at a pH of 4.75 the same amounts 
of these impurities had a still stronger effect and 
very poor deposits were produced. For this reason, 
Smaller amounts of impurities were used and were found 
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to have a strong effect on stress. Zinc gave the greatest 
increase in stress of the metallic impurities studied. 

- Table VIII shows some stress data on deposits from 
other nickel baths as well as estimated stress in two 
iron-nickel alloy deposits. The concentration of 
chloride in a gray nickel bath seems to affect the stress 
markedly; there appears to be a minimum value 
between zero and 12 oz/gal of nickel chloride. 

An organic addition agent present in some bright 
nickel baths reduces stress considerably, even reversing 
it, i. e., making it compressive. This effect was also 
observed in the iron-nickel bath. 


ADHESION 

The adhesion of a deposit to the base metal is most 
important to the final quality of the product. Adhe- 
sion can be accomplished through interatomic forces or 
through mechanical interlocking of the coating with 
the base metal surface. 

It is usually considered that perfect adhesion re- 
quires intimate contact of the plated metal with the 
base metal. Not even a single layer of foreign atoms 
can be allowed between the two metals. When there is 
intimate contact, when the metals crystallize in the 
same system, and when the lattice parameters are of the 
same order of magnitude, the crystal structure of the 
base metal is often continued or simulated by the plated 
metal. Whenever this condition is observed, one can be 
quite sure of good adhesion. 
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Solid diffusion or alloying between the deposit and 
the base metal may also be an indication of intimate 
contact. 

Even when these ideal conditions are met, there 
may be a poor “bond” due to one or more of three 
causes: 

1. The structure of the base metal may have been 
weakened during its preparation by polishing, 
buffing, grinding, or excessive chemical attack. 

2. The initial metal deposit may be disorganized, 
spongy, or otherwise weak. 

3. A weak or brittle intermetallic compound may 
have formed by alloying. 

Any of these causes can produce a weak layer which will 
separate at or near the interface during an adhesion 
test. 

When due care has been exercised to avoid these 
pitfalls, remarkable adhesion can be and is being ob- 
tained. Measurements of adhesive force on properly 
prepared deposits will usually result in. failure in the 
weaker of the two metals and not at the bond. 


Errect OF PHysicAL PROPERTIES AND CONDITIONS ON 
APPEARANCE, CoRROSION RESISTANCE AND FATIGUE 
LIFE 

When used decoratively, plated coatings function 
not only to enhance the eye appeal of the finished 
product on the sales floor, important as this is, but also 
to enable the product to retain that eye appeal in 
service. The means by which various physical proper- 
ties and conditions may be varied have been discussed. 
How they may affect the appearance and corrosion 
resistance will now be considered. 


It can be easily seen from studying the crystal 


structure of a nodule that it is a metallographically 
weak part of a deposit. During buffing of the deposit 


TABLE VI. STRESS IN NICKEL DEPOSITS 
FROM A WATTS TYPE BATH 














Standard bath composition: 40 oz/gal nickel 
sulfate, 6 oz/gal nickel chloride, 4 oz/gal boric 
acid, pH 2.0. 

Standard operating conditions: Temperature 120° F, 
current density 40 asf, agitation 70 2-inch strokes 
per minute. 

Tensile Stress, 
Variation 1000 psi 
from test specimen 
Standard 
| flexed rigid 
| 
Zr’? oc sna a ia | 8.5 9.8 
oe 9.9 11.2 
| eee 6.6 7.6 
Es ee | 3.6 6.6 
 .. a a 5.9 6.8 
3.5 oz/gal boric acid. . | 7.9 9.2 
No agitation......... | 12.0 14.0 
100 ppm H,O2......... | 8.1 9.2 
| 


to smoothen it for subsequent treatment the possibility 
of dislodging nodules is very real. Further, since they 
formations may have started to form early in the 
plating, their removal will leave small local area 
with a very thin deposit or none at all. Because the 
protection offered steel by nickel is dependent upon 
it being continuous and free from pores, a nodulized 
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deposit will be very unsatisfactory and should be .* 
rejected by the inspector. A fine grained deposit free bine 
e 

serve 

TABLE VII. STRESS IN NICKEL DEPOSITS [only 
FROM WATTS TYPE BATH CONTAINING pores 
IMPURITIES d 
prod 
serio’ 
Standard composition and operating conditions; A Pe 
See Table VI or It 

alrea 
bridg 
pH Impurity Tensile Stress* affor 
ppm 1000 psi such 
A. 

2.0 None 9.8 shat 
Cut+, 100 16.0 

Fe++, 100 15.4 tb 

Fe+++, 100 13.5 layer 

Zn+*, 100 28.2 weal 

Na-oleate, 100 11.5 layel 

a tive 1 

3.8 None (150° F) 14.0 give 
4.75 | None 12.2 the t 
Cut, 25 3.2 false 

Cut+, 50 16.7 bina 

Fet-, 100 20 . 2 caus 

Fet+++, 100 18.2 ae 

Zn*++, 100 | 24.3 0 

Na-oleate, 100 | 18.3 . 

H,O2, 200 | 47.5 may 

‘ii drav 

*Stress in rigidly held specimens. be s 

duce 

TABLE VIII. STRESS IN NICKEL AND fthe« 
NICKEL-ALLOY DEPOSITS FROM A large 
VARIETY OF BATHS cond 

meté 

No Bath Stress, ~— 
1000 psi Tl 

1 | Watts type (40-6-4), pH 2 9.8 salvi 

2 | High-chloride (40—12-4) 18.1 ing { 

3 | All-sulfate (40-0-4) 13.0 it w 

4 | Iron alloy 70.5 goo 

5 | No. 4 with a naphthalene ‘ 

sulfonate 18.2 see 

6| Bright, A 0.5 T 

7 | Bright, B —7.0* will 

8 | No. 1 with 0.46 oz/gal of a 
cobalt sulfate 13.6 and 

9 | No. 8 with 0.33 oz/gal diti 
formalin 11.3 - 

10 | No. 9 with 3 per cent the 
formic acid 14.9 failu 

11 | No. 10, but at pH 3.75 29.8 T 
freq 

*Negative value = stress in compression. tion 
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from nodules, on the other hand, will tend to dupli- 
cate the base metal surface and can be brought to a 
high luster with minimum labor cost. Still better, of 
course, considering labor costs, is to have a sub- 
microscopic grain structure as plated from a bright 
plating solution which, properly applied, will require 
no coloring. Such deposits do, however, have other 
inherent weaknesses which will be discussed later. 

The porosity of a deposit may be evident enough to 
be noticed on casual inspection by an untrained ob- 
server, or the pores may be microscopic and detected 
only by means of a chemical test. Although the large 
pores are most seriously objectionable on a newly plated 
product, the microscopic pores may well have just as 
serious effects on the corrosion resistance of the part. 
A pore may extend only part way into a deposit, 
or it may extend to the base metal itself for reasons 
already discussed. It may be partially or wholly 
bridged over during buffing, but this bridge would 
afford very little protection against corrosion and 
such an apparently good deposit would fail rapidly. 

A common shortcoming of commercial bright plating 
solutions is that the resulting deposit may be laminated, 
i.e., consist of layers of the metal separated by weaker 
layers considered to be high in organic materials. These 
weaker layers often cause the deposit to separate into 
layers when under stress, leaving a much smaller effec- 
tive thickness of deposit. Frequently, corrosive conditions 
give rise to failure at one of the laminations, permitting 
the unsightly peeling so often observed, which may be 
falsely considered to be due to poor adhesion. A com- 
bination of porosity and inadequate adhesion will also 
cause the deposit to blister due to the force exerted on 
the coating by the large volume of corrosion products. 

One of the most valuable properties that a coating 
may have is high ductility, allowing it to be formed or 
drawn after plating. The brittleness of a deposit may 
be so severe, on the other hand, that the stress pro- 
duced when tightening nuts on assembling will cause 
the deposit to crack. If accompanied by poor adhesion, 
large sections of the deposit may flake off under such 
conditions. Even if the deposit is adherent, the base 
metal will be exposed at the crack, leading to early 
corrosive attack and failure of the part. 

The war stimulated the use of plating coatings for 
salvaging worn or mis-machined parts and for increas- 
ing the life of parts subject tosevere wear. Frequently, 
it was desirable to fabricate a part which would have 
good wear resistance and yet be light. Here was an 
ideal use for an electrodeposit. 

There are many factors inherent in the coating which 
will contribute to satisfactory mechanical performance 
ofa plated part if the problem is given proper thought 
and the plating done under carefully controlled con- 
ditions. If unwisely chosen or improperly applied, 
the use of the same coating may lead to premature 
failure of the part in service. 

The hardness required in any given application can 
frequently be estimated from a knowledge of the func- 
tion of the part. Often, however, it is desirable to 
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run some tests to determine it. Metals used to build 
up worn parts range from the very soft to the very hard 
and include copper, silver, nickel—soft and hard—and 
chromium. Hardness and coefficient of friction are very 
important factors in the resistance to wear. A hard 
metal plated over a softer metal will give the same 
effect as the carburized layer on steel. 

High elongation is desirable since it reduces danger 
of formation of cracks in the deposit and thus minimizes 
the danger of premature fatigue failure. 

It has been demonstrated" that a nickel deposit 
under tensile stress will considerably reduce the fatigue 
life of a plated part subject to repeated stresses and that 
the reduction is proportional to the stress in the 
deposit. A hard deposit with a low endurance limit will 
likewise cause premature failure of the base metal. 

It is evident that poor adhesion of the electrodeposit 
to the base metal would in itself constitute failure, 
but the effect of poor adhesion may be serious for other 
reasons. Thus, for example, a flaking deposit of a hard 
metal such as hard chromium may seriously score a 
mating surface. 

Hydrogen embrittlement due to plating has been 
known for some time to be capable of causing failure of 
hardened, high carbon steel parts!*. It is important in 
plating parts susceptible to hydrogen embrittlement 
that the preplating cycle be free of any step which 
could load the steel with hydrogen and that the actual 
plating conditions be such that the maximum cathode 
efficiency be maintained. Knowledge of adequate 
annealing treatments to drive off any hydrogen ab- 
sorbed during plating is a must with any plater 
hoping to process such parts successfully. 

We have discussed at some length the common types 
of structure of plated deposits and have attempted to 
show how physical properties can be related to struc- 
ture. We have also discussed physical properties and 
structure in the light of the effect they can have on 
the ultimate use and service life of the coating. It 
is, of course, impossible to touch on all of the many 
ways in which the properties of the deposits may 
influence their suitability or quality in a given apli- 
cation. Many special properties may be obtained by 
the use of duplex or multiple deposits, by diffusion 
or annealing after plating, and by chemical or mechan-- 
ical post treatments. Although a number of “nega- 
tive” qualities have been mentioned in this article, the 
desirable properties which are obtainable through the 
use of plating processes are far more numerous. 

It has already been stated that the application of 
the scientific attack to problems of plating is fairly 
recent; there is still a vast amount of work to be done 
and much knowledge to be gained concerning the inter- 
relationships of all the factors discussed. The American 
Electroplaters’ Society in its Research Program is 
making a commendable start along this line in its 
projects on the Effects of Impurities in Plating Baths, 
Removal of Impurities, Physical Properties of Electro- 
deposits, Adhesion, Cleaning and others. We can hope 

(Continued on page 768) 
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Adhesion of Electrodeposits 


Vi. Determination of Adhesion Through The Use of Cement 


INTRODUCTION 


Previously stated considerations have 
indicated that the most satisfactory quan- 
titative method for determining adhesion 
probably would be one that would make 
use of a direct pull perpendicularly to the 
surface. This requires that a “handle’ 
of some sort be attached to the deposit. 


It has already been shown (Mo. Rev. 
Am. Electroplaters’ Soc. 33, 1301 (1946)) 
that soldering is unsuitable for this pur- 
pose unless the part is expected to with- 
stand soldering temperatures in service. 

The tests reported here were under- 
taken to determine if any of the high- 
strength cements developed during the 
recent war would serve as a means for 
attaching the “handle”’. 


Test METHODS 


Some of the preliminary tests were 





Fig. 1. Bending of strips during shear test of bonds of fairly high strength 
(specimen No. 14) 





Fig. 2. Cylindrical test piece assembly with cylinders cemented together and 
attached to adaptors for tensile tests 


made with 1 x 6 x 1/16 inch metal strips 
cemented together with overlapping | 
sq.in. areas. The free ends (with 4/g inch 
diameter holes) were pulled in a tensile 
test machine to measure the shear strength 
of the bond. This method was abandoned 
when it was discovered that with the 
higher strength joints the strips bent 
where the overlap ended (Fig. 1), thus 
subjecting the joint to a can-opener 
action instead of true shear. 

The remainder of the tests were per- 
formed, therefore, with ¥2 inch diameter, 
¥%~ inch long cylinders of brass or steel 
having flat ends that were cemented to- 
gether two and two. The specimens were 
gripped in the tensile test machine by 
adaptors attached through a_ threaded 
hole in the free end of each specimen 
(Fig. 2). 

No attempts were made to test the 
adhesion of any plated coating. 
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TABLE I. CEMENTS TESTED 





Designation Source 





Metibond M3c National Research and Manufacturing Company, 2330 
Cleveland Avenue, National City, Calif. 
(developed under the auspices of Consolidated Vultee 
Aircraft Corporation) 

Durite S-3024Y Durite Plastics, Inc., Frankford Station P. O., Philadel- 
phia 24, Pa. 


Bakelite XJ16320 | Bakelite Corporation, Bloomfield, N. J. 


Pliobond United States Plywood Corporation, Industrial Adhesives 
Division, 25 W. 44th Street, New York 18, N. Y. 
(manufactured by Goodyear Tire & Rubber Company) 





Cycle Weld, C-3 
Brush Type 


Chrysler Corporation, 8021 Conant Road, Detroit, 
| Mich. 








TABLE II. RESULTS OF TESTS WITH METLBOND M3c, DURITE 
S-3024-Y, AND BAKELITE XJ16320 ON SHEET IRON STRIPS 
Drying conditions as recommended by the manufacturers, for Durite 
a few minutes at room temperature 


























| | | Curing | 
Test | | Cleaning | Bond Shear 
No. Cement | Procedure* °C psi min. |Strength, psi 
]! | Metlbond | a 100 1000 25 OF 
2 | Metlbond R, C 100 600 25 200 
3. | Metlbond R, C 168 500 30 1310 
1 | Metlbond R, C 168 1000 30 1150 
5-7! | Metlbond R, C 170 500- 30(>) | almost 
2000 constant 
8! | Metlbond | R,C,E 170 1000 (?) | 30(?) 1550 
9! | Metlbond R 170 1000 (?) | 30(?) 650 
10? | Durite R 145-155 300 60 550 
11? | Durite R,C,E 145-155 300 60 1555 
12-13})| Metlbond | R,C,E 170 1000 (>) | 30(?) | 1450; 1500 
14§ | Metlbond | R,C,E | 170 1000 (>) | 30(?) 1750 
15° | Durite (?) | R,C,E 145-155 (>)| 300(?) | 60(?) 1600 
16: | Durite (>) | R,C,E 145-155 (?)| 300(?) | 60(?) 1800 
17° | Metlbond | R, C, E(?) 170 (>) | 1000 (?) | 30(?) 1500 
18° | Durite R. C. E (?) | 145-155 (?)| 300?) | 60(?) 1500 
19° | Bakelite® | R,C,E(?) 150 (3) | 1000(?) | ? 700 
20° | Bakelite@ | R,C,E(?) | 150 (9) | 1000(?) | ? 1250 











*!{ = rust removal with steel wool or acid or both followed by tetrachlor- 
ethylene degreasing, C = cathodic electrocleaning followed by anodic elec- 
trocleaning, E = electropolishing. 

+Cement not cured, all other failures due to poor adhesion except in Test 
No. 16 which was caused by poor cohesion of the cement (See Fig. 9). 

t\ ariations in electropolishing. 

§$Recommended electropolishing procedure. 

*Cut with 3 parts of acetone and 1 part alcohol; excessive bubble formation 
during drying. 

¢Cut further with absolute alcohol; still many bubbles. 

‘Cement applied by spraying up to 10 coats. 

*Cement applied by spraying 8 coats at 3-minute intervals. 

‘Cement applied with glass rod. 

_ ‘Cement applied by repeated dipping, each application being followed by 
15-minute air drying with the strip in horizontal position. 

‘Cement applied by dipping, cycle unknown. 
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RESULTS 
All the experimental data have been 
tabulated in Tables II, III and IV. 
A number of factors were found to 


determine the bond strength: the type of 
cement used, the preparation of the metal 
surface, the solvents used with the ce- 
ments, the techniques in the application 
of the cements to the surface, and the 
conditions for drying and curing the 
cements. These will be presented in 
order. 

Type of Cement.—Following confer- 
ences with manufacturers or users or 
both, five cements were chosen for tests. 
These are listed in Table I. 

With the exception of the Bakelite 
cement, which is a clear resin, the resins 
are opaque, rubber-like substances. 

The number of specimens tested was 
not large enough to justify definite con- 
clusions concerning the relative merits of 
these cements. Most of the work was 
done with the Bakelite cement and the 
best results were obtained with it. 


Surface Trealment.—The tests with the 
iron strips were carried out with the 
Metlbond and Durite cements according 
to the directions of the suppliers and the 
conditions of curing found best in pre- 
liminary tests. 

It was found that while steel wooling 
plus trichlorethylene vapor degreasing 
gave a shear strength of only 550 and 650 
psi (Tests Nos. 10 and 9) for the two ce- 
ments respectively), the addition of elec- 
trocleaning, anodic or cathodic or both, 
and acid dipping raised the bond strength 
of the Metlbond cement to 1,150-1,310 
psi (Tests Nos. 4 and 3). The further 
addition of electropolishing raised it to 
1,450-1,750 psi for both cements (Tests 
Nos. 8, 11-14). 

The preferred electropolishing bath 
contained, by volume, 40 per cent sul- 
furic acid, 46 per cent phosphoric acid, 
4 per cent dextrose, and 10 per cent 
water. Operated at 25° C (77° F) and 
700 asf, it gave the highest bond strength 
set forth above. 

The surfaces of the cylinders to which 
cement was to be applied were freshly 
machined without the use of oil. They 
were then trichlorethylene degreased in a 
specially designed apparatus (Fig. 3) 
which provides both vapor-phase treat- 
ment and flushing with newly condensed 
liquid. Omission of the degreasing caused 
a considerable drop in the bond strength 
obtained with the Bakelite cement (Tests 
Nos. 34-41). 


Solvents for Bakelite Cement.—The Bake- 
lite cement, because of its thick consist- 
ency, caused much difficulty in applica- 
tion. The original material was cut with 
a mixture of alcohol and acetone, but 
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because of excessive bubble formation 
during curing, it was replaced with un- 
cut material to which were added a 
number of solvents. 


Bubble formation in the cement dur- 
ing preliminary evaporation and during 
curing proved to be the most serious 
difficulty with the Bakelite cement. The 


Once, in Test No. 26, the rather high 
bond strength of 4,600 psi was obtained 
without the use of solvent, but when the 
test was repeated in Test No. 48 under 
apparently exactly the same conditions, 
the bond strength dropped to 1,210 psi, 
apparently due to the presence of larger 
and more numerous bubbles. Another at- 
tempt, Test No. 52, in which the curing 
time was increased, gave a bond strength 
of 2,720 psi. 

Best result was had with N-butanol. 
The maximum bond strength, 5,900 psi, 


similar results, one as high as 6,700 ps 
With brass cylinders 4,000-4,900 psi yy; 
obtained in Tests Nos. 57, 50, and % 
Although the steel specimens showed yg 
spots forming during drying, they gay 
more uniform results than the bras 
specimens. 


Techniques in Applying the Cement. 
In the beginning the Metlbond cemey 
was applied by repeated spraying { 
build up the required thickness. Later jf 
was found that dipping gave equally goo 


presence of the gas bubbles greatly re- was had in Test No. 63 with steel cylin- results. In general the same was foun 
duced the area of the cross section of the ders. Repeated tests under the same true with the Durite cement. (Se 
joint and hence the total bond strength. _—_ conditions not given in Table III gave — Table IT.) 
























































TABLE III. RESULTS OF TESTS WITH BAKELITE XJ16320 CEMENT DIPPED ONTO BRASS CYLINDERS 
Freshly machined surfaces cleaned with steel wool and with trichlorethylene vapor and freshly condensed liquid 
l Bond 
| | Drying Curing Tensile 
Test Diluent | | Strength Type of 
No. vol.-ratio "¢€ | hr. i psi min psi Failure* 
21! ethanolf, 5:1 room 20 | 130-150 1000 10 1360 Cc 
22? ethanolf, 5:1 room 20 | 130-150 1500 10 near 0 I 
23! ethanol}, 5:1 room 20 130-150 low 10 1440 I 
24) ethanolf, 5:1 room 20 130-150 v. low 10 1660 I 
25 None room 20 130-150 t 30 1600 C 
26 None room 20 170-190 t 15 4600 C 
27 None room 20 190-225 t 30 1120 
34-36 ethanol}, 5:1f room + 170-190t t aay <1000 A 
| oven 
37-383 ethanolf, 5:1 | room short 170-190t zt 15t <1000 A 
39-41 ethanol, 5:1t room | _ long 170-190t ; 15t <1000 A 
42 iso-propanol room 20 | 160-185 t 30 1500 
43 | N-butanol room 20 160-185f t 30t 640 A 
44 N-butanol, more | 50-60 oz 160-185t ; 30t 960 A 
45 N-butanol, same | 50-60 Vg 160-185f 1: 30t 2400 A 
46 N-butanol, 6:1 | room 20 | 160-185t t 30f 3200 Cc 
47 | N-butanol, 6:1 rom | 30 | 160-185t t | 30f | 3360 Cc 
484 | None | room | 20 | 170-190 t 15 | 1210 C 
49° N-butanol, 6:1 | room | 30t 160-185t t 30t 2720 A 
506 | N-butanol, 6:1 | room | 20 | 160-185t t 30t 4500 A, C 
51? | N-butanol, 6:1 | room 20 | 160-185f t | 30t 2850 
528 None 70 24 | 170-190 z | 30 2720 A,C 
546 N-butanol, 3:1 | room | 15 | 160-185tf t 20 near 0 I 
55° N-butanol, 3:1 | room | 20 | 160-185 | t | 30 3040 
56° N-butanol, 3:1 room| 20 | 160-185t ; 30 4900 
576 N-butanol, 3:1 | room | 20 | 150-175 | t 30 4000 
58° N-butanol, 3:1 room 20 | 150-175f | ; 20 1040 
59° N-butanol, 6:1 room 40 | 150-175{t | t 20 2700 
60 N-butanol, 3:1 room 40 | 150-175t | ¢t 20 2050 
61 N-butanol, 3:1 room | 40 150-175t | ¢ 20 1920 
621° N-butanol, 2:1 room 15 | 160-185 | t 30f 1120 A,C 
631° N-butanol, 2:1 room| 20 | 160-185t | t 30t 5900 A, C 
*A = poor adhesion, C = poor cohesion, I = poor adhesion because of insufficient curing. 
795 per cent. 
{Original data not entirely clear, curing pressure probably very low. 
1Cement applied with glass rod. 
Cement applied with glass rod and dried under large funnel. 
3Steel wooling only, no degreasing. 
‘Conditions duplicate those for Test No. 26, but larger and more bubbles formed in the cement. 
5Cement layers more than twice as thick as before. 
‘Cement layers of more uniform thickness obtained by drying with cylinders on 45° motor shaft. 
7Duplicate of Test No. 46. 
’Cement dried after cylinders had been assembled for curing. 
*Cement fracture shows no bubbles but is powdery and lighter in color than usual. 
10Test run with steel specimens; rust spots grew during drying. 
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In a few of the early tests the Bakelite 
cement was applied with a glass rod (Test 
Nos. 21-24). However, it was soon aban- 
doned for a dipping technique in which 
the flat surface of the cylinder was low- 
ered into the cement at an angle so as to 
prevent entrapment of air bubbles in the 
cement layer. 

Because of their thin consistency, the 
diluted Bakelite cements tended to form 
a ridge near the circumference of the 
cylinder. This was avoided by turning 
the cylinder slowly at 45° with the hori- 
zon until the cement had thickened by 


.4 evaporation of the solvent (Fig. 4). The 


more uniform thickness obtained in this 
manner gave substantially improved re- 
ults (Test Nos. 50, 54-58). 


The rotation technique developed for 
the Bakelite cements was not used with 
the Pliobond or Cycleweld cements 
( Table IV). 

Drying of Bakelite Cement.—To elimi- 
nate too rapid drying as a source of bub- 
ble formation, the cylinder after it had 
been coated and the cement had set was 
put with the cemented area upwards 
under a small bell jar cover of a volume 
of 3 to 5 times that of the cylinder (Fig. 5). 





Fig. 3. Degreasing apparatus. 

Note the water filled condenser 

al top from which clean liquid 

passes over the brass cylinder 

which is placed in the test tube 
with a hole in the bottom 
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The bell jar cover was removed after 5 
hours, and after another 15 hours with- 
out cover, the cement was almost free 
from solvent. This method gave higher 
bond strength than oven drying for 20 
minutes at 60° C followed by 20 hours 
air drying, in spite of the fact that this 
latter procedure removed all of the solvent 
and gave a bubble-free surface prior to 
curing. The effect of drying conditions 
is further illustrated in Fig. 6, in which 
are shown some specimens with Bakelite 





Fig. 4. 


cement, originally diluted with N-butanol, 
dried and subjected to curing. 

Curing of Bakelite Cement.—Since the 
cement is in a fluid state during curing, 


- a loose-fitting sleeve was placed around 


the assembled cylinders to hold them in 
place. For ease of removal the sleeve 


Arrangement for uniform distribution of cement layer during setting 


of cement 


TABLE IV. RESULTS OF TESTS WITH PLIOBOND AND CYCLE- 
WELD C-3 BRUSH TYPE CEMENTS DIPPED ONTO 
BRASS CYLINDERS 
Freshly machined surfaces, cleaned with steel wool and with trichlorethylene 
vapor and freshly condensed liquid 
Curing conditions as recommended by manufacturers 














Bond 
Drying Tensile 
Test Strength, Type of 
No. Cement °C hr psi Failure Notes 
28 Ss Pllio- room 20 near 0 Incomplete Some bubbles 
bond removal of 
solvent 
29 _~—s‘Plio- room 20 77 Cement com- Clean face 
bond followed pletely torn green, cured 
by 70 1 from one cement 
face elastic 
30 Cycle- room 15 350 Same Clean face 
weld bluish 
31 Cycle- room 15 920 Same Same 
weld 
32 Cycle- room 15 960 Same No degreasing, 
‘weld no gas 
bubbles 
33. Cycle- room 15 640 
weld 
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was made in two parts with free space in 
between (Fig. 7). Following the curing 
the assembly was left in the press until 
the temperature had dropped to about 


60° C for the same reason. 

The three curing variables are pressure, 
temperature, and duration. 

While theoretically the bond should 
hold as long as there is a continuous film 
of cured cement only a few molecules 
thick between the two cylinders, such 
did not prove to be the case in practice. 
An inspection of the results in Tables II 
and III, especially of Tests Nos. 21-24 in 
the latter, shows that the bond strength 
is definitely lower when so much pressure 
had been applied in the hydraulic curing 
press that a substantial portion of the 
fluid cement had been squeezed out. 
Since it proved difficult to control the 
pressure, the press was soon used merely 
to clamp the assembly lightly between 
the platens before the heat was applied. 

The curing temperature is a major 
determining factor in the strength of the 
bond. It is, of course, the temperature in 
the cement layer that is important; to 
know it, one would have to place a ther- 
mocouple in the cement layer instead of 
on the surface of the assembly. Thus 
while the curing temperature of the 
Bakelite cement recommended by the 
manufacturer is about 150° C, best re- 
sults were found with a platen tempera- 
ture of 185 to 190° C. The central por- 
tions of the cement in Tests Nos. 22-24 
which had been treated at a platen tem- 
perature of 130 to 150° C on tensile tests 
pulled out in long silk-like strings indi- 
cating incomplete curing. Since the sam- 
ples also showed the effect of uneven 
heating, the platens were enclosed in an 
asbestos shield. In Test No. 27 which 
differs from Test No. 26 only in that the 
curing time was twice as long and the 
curing temperature 190 to 225° C in- 
stead of 170 to 190° C, the heating was 
too severe judging from the sharp drop 
in tensile strength. 

The length of the curing time is also 
important, although not as critical as the 
curing temperature. About 30 minutes 
seemed generally sufficient at the pre- 
ferred curing temperature wiih the appa- 
ratus arrangement employed in_ these 
tests. 


APPEARANCE OF TorN Bonpbs 


In general, the bonds may fail either 
because of poor adhesion of the cement 
to the metal surface or because of poor 
cohesion, i.e., strength, of the cement, 
itself. Both types of failure were ob- 
served in these tests and have been 


Fig. 8 illustrates the failures obtained 
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Fig. 5. Arrangement for retardation of air drying of cement. Progress of devel- 
opment of the method took place from right to left with decreasing size of bell jar 





Fig. 6. Effect of drying conditions on bubble formation during curing of Bake- 

lite cement containing N-butanol. From left to right: brass cylinder, air dried 

for 20 hours, on reaching 100° C curing temperature; same after curing at 180° C 

(note 0.5 em high cluster of bubbles); brass and steel cylinders after 20-hour air 

drying, 2-hour oven drying at 55° C, and curing at 180° C (note absence of 
bubbles, and presence of rust spots on steel cylinder surface) 


in the test series with Metlbond and 
Durite cements between sheet iron strips. 
Fig. 9 shows failures with the Bakelite 
cement applied on brass cylinders. 

It should be noted that the highest 
bond strength requires both high adhe- 
sive and high cohesive strength of the 
cement. Lack of either reduces the bond 
strength, however high the other may be. 

The pair of specimens to the extreme 
left in Fig. 9 illustrates the high strength 
that would be obtained, could the bubbles 
in the Bakelite cement be eliminated 
without other detrimental effects. 


CONCLUSIONS 


Since the tests reported here are only 
exploratory, no final conclusions can be 
drawn. The following, therefore, are gen- 
eral statements: 


1. Careful cleaning is necessary prior 
to the application of any cement. 


2. Close control of drying and curing 
conditions must be established. 


3. With the cements used here the final 
test cannot be had in less than about 
24 hours. 


4. Bond strength of 4,000-6,000 psi 
have been obtained but not con- 
sistently, especially with brass, indi- 
cating need for further work to meet 
even such low requirements. 











Fig. 7. Cemented cylinders with 
split guide sleeve ready for inser- 
tion in curing press 


. These results were had with Bake- 


lite XJ16320 Cement, the other ce- 
ments tested having given substan- 
tially lower values. 


. If bubble formation in the Bakelite 


cement could be prevented without 
other detrimental effects on adhe- 
sion or cohesion, much higher bond 
strengths seem possible, probably 
over 25,000 psi. 


(Figs. 8 and 9 on next page) 
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Adhesion of Electrodeposits (Concluded from opposite page) 
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Fig. 8. Torn bonds. From left to right: Tests Nos. 3,8 and 9 show examples of 
ourely adhesion failures of the Metlbond cement; Test No. 16 shows mized adhesion 
and cohesion failure of Durite cement 


TITEFLEX Filter Model 5A 1000 showing 
porous membrane. : 





One of the many 
economies of the 





Fig. 9. Torn Bonds. From left to right: first pair shows a high strength bond 
which broke largely through cohesion failure in the fine cement network separat- 





ing bubbles; remaining three pairs show typical adhesion failure 





Correction: The bibliography appearing on page 464 of May issue is part of the 

article on ‘Determination of Impurities in Electroplatinp Solutions IX (not VIT 

as incorrectly printed) which ends on page 462 and does not belong to the article 
on “Stripping of Copper. IV”’. 
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available for your needs, 
whether you have a small plat- 
ing bath or a large continuous 
strip plating line. Capacities up 
to 20,000 Amperes; 6 Volts and 
up. Dependable, performance 
proved, for many years. Your 
inquiries solicited. 








Titeflex Filter 


CLEANING of the TITEFLEX Industrial 
Filter requires only 7 to 20 minutes, de- 
pending upon the size of filter and type of 
solution being filtered. A new method of 
backwashing simplifies the entire cleaning 
process, eliminates waste labor, and com- 
pletely removes all residue. 

Other important savings made possible 
by the TITEFLEX Filter are: 


LOW MATERIAL COST—a few cents 

1. worth of filter aid serves for each batch 
filtered. No expensive filter pads or as- 
bestos sheets. 


LOW LABOR COST—a completely sealed 
2. system requiring a minimum of labor. 


LARGE CAPACITY—3 to 10 times that 
3. of the other equipment with equal filtration 
area. 


4. NO LEAKAGE-—therefore no loss in ex- 


ke- For Electroplating pensive filtered material. 
ce- . . . 
— If you are looking for a highly efficient filter 
vats Anodizing that will give you sharp, clear filtration at 
° " the lowest possible cost, then investigate 
Electrocleaning the TITEFLEX filter. Write for descriptive 
lite . e f Id. —t d . 
a Electropolishing | aaa aiatias 
od Titeflex, | 
nd ite e X / n C. 
bly J | 441 Frelinghuysen Ave., Newark 5, N. J. 
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4533 HAMILTON AVE. 


CLEVELAND 14, OHIO 
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Catalog PL-700 
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Exclusive Manufacturers of Titeflex high 





quality products for more than 30 years 
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a department devoted to readers’ questions of general interest 


Q. 21. What bath composition and procedures would you 
recommend for electropolishing of silver? 

A. A process for electropolishing silver to reduce 
finishing costs is described by Daniel Gray of Oneida, 
Ltd., and S. E. Eaton of Arthur D. Little, Inc., in 
Metal Finishing 45, 60-65 (May 1947) and Iron Age 
159, 64-65 (April 10, 1947). Process details are dis- 
cussed and photographs of equipment and results are 
shown.—Other pertinent references are S. E. Eaton, 
U. S. Patent No. 2,416,294, February 25, 1947; R. 
Schuttleworth, R. King and Bruce Chalmers, Metal 
Treatment 14, 161-163 (Autumn 1947); and an article 
in Western Machinery and Steel World 37, 112 (July 
1946).—C. L. Faust. 


Q. 22. At various times when I have used air agitation 
in my gray nickel bath I have noticed that I am compelled 
fo use much greater quantities of peroxide to prevent 
pitting. The air is ordinary plant air run through a 
good oil separator. How can it be responsible for the 
greater consumption of peroxide? 

A. For agitating plating solutions it has been found 
impractical to use plant air which has been highly 
compressed and then reduced. The high heat generated 
during compression of the air is believed to crack 
some of the lubricating oils, giving gaseous decomposi- 
tion products which are not removed by an oil filter. 
Treatment with concentrated sulphuric acid and acti- 
vated carbon are the only sure methods of purifying 
this air. The trouble is eliminated by supplying air 
for agitation from a low pressure blower.—B. C. Case. 


Q. 23. What causes nickel salts to crystallize on the 
anode bags in nickel plating baths? 

A. In a plating circuit there is a normal lag in the 
diffusion of ions. This lag causes an increase in metal 
content around the anode. Inside the anode bag the 
metal concentration may rise to such a high value 
that the solubility of the nickel salt becomes exceeded 
and the salt crystallizes. The anode bag serves as 
nucleus for the crystallization, which, once started, 
proceeds from the inside to the outside of the bag. 
The use of more bath agitation or a larger number of 
anodes will tend to eliminate this difficulty—R. A. 
SCHAEFER. 


0. 24. We have the problem of depositing on copper an 
impervious nickel coating which will withstand firing 
at 1350° F without blistering or destruction of the plate. 
ff Vhai can you suggest? 


JULY, 1948 


A. After cleaning and rinsing, etch the copper sur- 
face in the conventional nitric-sulfuric-muriatic acid 
bright dip or electropolish if a smoother surface is 
desired. This treatment will remove any weak sur- 
face layer and thereby improve the bond. Then rinse 
thoroughly and plate in a suitable Watts type bath 
free from organic substances such as brighteners or 
wetting agents. Prevent pitting with small hydrogen 
peroxide additions. Experiment with nickel thick- 
nesses 0.001 inch and up for required non-porosity.— 
K. G. SoDERBERG. 

A. I agree with Mr. Soderberg’s recommendations 
and have only two precautions to add: (1) to aid in 
avoiding blistering, use oxygen-free copper, for exam- 
ple the OFHC grade, and (2) be very careful to keep 
the lead content of the plating solution below about 
0.0025 g/l. Fig. 9 of my paper, “Physical Properties 
and Uses of Heavy Nickel Deposits’, published in 
THe Monrsriy Review for August, 1938, page 592, 
shows a 7-inch sauce pan made by forming and anneal- 
ing a bi-metallic, 0.03l-inch thick electroformed 
copper-nickel sheet.—W. A. WESLEY. 


Q. 25. We have difficulty in plating enough copper in 
45 minutes from a bath containing 2.5 0z/gal copper, 1.3 
oz/gal free sodium cyanide, 4.9 oz/gal rochelle salt, 3.6 
oz/gal sodium carbonate at pH 12.6 to buff out polish- 
ing marks on S. A. E. 1010 steel polished with No. 150 
emery dry and No. 220 black emery grease without cut- 
ting through to the steel. The anodes turn several different 
colors when we use higher amperage. Please advise. 

A. The bath composition appears satisfactory except 
that the free cyanide content is commonly kept at 
0.75 to 1.0 oz/gal in this bath. Desired operating 
conditions are 20 to 40 asf at 130 to 150° F with 
cathode rod agitation. The anode behavior indicates 
that larger anode area may be necessary; theanode 
current density should not exceed 10 to 15 asf. The 
suggested changes should permit plating at higher 
current densities with higher efficiency—A. K. 
GRAHAM. 


Q. 26. Please tell me how to molybdenum plate? 

A. It is doubtful that pure molybdenum can be elec- 
trodeposited. There are claims indicating that alloys 
of molybdenum with metals such as iron, cobalt or 
nickel can be so deposited. Unfortunately, no detailed 
papers have been published on the plating of such 
alloys.—W. Bum. 
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oe : 
by DR. HAROLD J. READ, 


Associate Professor of Metallurgy 
The Pennsylvania State College 


Tue Piatine or Zinc AtLoy Die Castines, published 
by the Zinc Allcy Die Casters Association, Lincoln 
House, Turl Street, Oxford, England. 1947, 132 
pages. Price, 7s., 6d. L. A. J. Lodder, chief con- 
tributor. 


This little book is of more than passing interest in 
that it summarizes much of the published information 
on the plating of zinc alloy die castings, and will be 
of use both as a source to those who have not the time 
or facilities for searching the literature, and as a guide 
for those who wish to read more extensively in this 
field. 


The volume is divided into five parts which cover 
the production and cleaning of castings, the plating 
operation, the maintenance of plating baths, tests and 
specifications, and the stripping of plated coatings. 
The text is copiously annotated with references to the 
| literature for which a bibliography of 12litems isgiven. 











Although the book will be found useful in a general 
way, a number of criticisms may be directed against 
| it. Nowhere, for instance, did the reviewer find a 
| discussion of the chemical composition of the basis 
metals—a bit of information which would seem to be 
fundamental. 





The text is unbalanced in certain respects, e. g., in 
the chapter on bath maintenance rather explicit 
directions are given for purification procedures, but no 
| information on analytical methods is presented. 








The advertising blurb on the jacket promises a 
widely illustrated test. The illustrations turn out to 
be 14 beautifully printed pictures of finished products 
which are monotonous in themselves, and are of 
absolutely no use whatsoever as a source of informa 
tion. There are no line drawings and no graphical 
presentations of data. The use of these at several places 
in the text would have been very helpful, and photo- 
graphs of equipment would surely be more useful to 
the readers for whom the book is intended. 


A more serious fault lies in the lack of critical 
evaluation of the material which is presented. This is 
not true of all parts of the book, but there are long 
passages where processes or methods are described with 
little or no indication as to which may be the most 
satisfactory in a given set of circumstances. 


The appendix gives a flow sheet for four selected 
plating procedures which may be helpful if the reader 


can decipher it. 
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When you use Cowles Aluminum Cleaners you reduce 





your cleaning problems to a minimum. 


Cowles AE Cleaner is a low pH cleaner with synthetic 
emulsifying and wetting agents designed for both 
still tank and electrocleaning of aluminum. It is fast- 

acting and free rinsing. It is economical to use because 
of its long life in solution. Cowles AE Cleaner is 


non-etching — will not attack the aluminum at high 
concentrations and high temperatures. 


é Cowles 352 Cleaner is especially designed for pres- 
cotnes temeens eee sure type and other standard type washing machines. 
ON REQUEST It incorporates all of the desirable characteristics 


Your Cowles Technical Man is of AE Cleaner but will not foam. 


\ especially qualified to render 
% service on all cleaning problems 
%, on aluminum and its alloys. 


\ PROMPT SHIPMENTS FROM LOCAL STOCKS 


\ 


% 


Ve Cowles Detergent Company 


Metal Cleaner Department 
7016 EUCLID AVENUE CLEVELAND 3, OHIO 
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Of KALAMAZOO 


CONVERT NOW! 
Model 6-B Heavy 
Duty Bench Back- 
stand — Mounting 
Bracket available 
for wall or ceiling 
mounting. 





CONVERT NOW! 
Model 52 Bench 
Backstand. 


HAMMOND offers SIX differ- 
N ent Backstand Models — to convert 
c0 Grinders or Polishing Lathes into modern 
abrasive belt finishing units. A type and size 

to fit every job! 












CONVERT NOW! Model 3 Floor 
Type Heavy Duty shown at right. 
Illustrated below is a HAMMOND 
“VRO” Variable Speed Polishing 
Lathe (1500 to 3000 RPM) with 
Model 3 Backstands and Guards. 





WRITE TODAY for New 20-page 
Catalog No. 325 showing our com- 
plete line of Backstands and other 
Abrasive Belt Grinder Polishers 


1613 DOUGLAS AVE. * 
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| 
| 


For copies of original articles, turn to your Public Library 
for photostats or addresses of the publications in question 


Pre-Treatment for Barrel Plating. Mari-Mazzone 
and Floyd McKnight. Metal Finishing 45, 75-77, 82 
(November 1947). 

Gives practical recommendations for chemical and 
mechanical surface treatments prior to the plating 
operation. 


A Note on the Electrolytic Polishing of Silver. R. 
Shuttleworth, R. King, and Bruce Chalmers. Metal 
Treatment 14, 161-163 (Autumn 1947). 

Describes a simple method for the electrolytic polish- 
ing of relatively large areas of silver without pre- 
liminary grinding. 


Chromate Passivation of Sprayed Zinc Coatings. 
IX. E. Halls. Metal Treatment 14, 164-168 (Autumn 
1947). 

Describes corrosion tests on sprayed zinc coatings on 
steel with particular reference to use of sulfuric acid- 
sodium dichromate solution. 


The State of Active and Passive Surfaces Created 
by Electropolishing Aluminum, Zine and 
Iron. Pierre Morize. Metaux & Corrosion 22, 
71-80, 101-108 (1947). 

Discusses in detail the oxidation of the surfaces of 
metals, particularly aluminum, zinc, and iron. Both 
mechanically and electrolytically polished surfaces 
were studied with particular emphasis on the latter. 
Tle relation between solution potential and crystal 
structure was studied. Final installment covers oxida- 
tion of zinc at room temperature based on solution 
potentials. Difference between solution potential of 
cold worked and annealed metal is shown. 43 ref. 


Some Special Applications of the Electrolytic 
Polishing of Metals. H. C. J. de Decker, A. P’ 
Krijff, and J. M. Pluut. Skeet Metal Ind. 24, 2255- 
2242 (1947). 

Three Dutch research men describe electrolytic pol- 
ishing methods for carbon steels, zinc alloys and lead 
alloys. While the object was primarily tc facilitate the 
metallographic examination of these materials, con- 
siderable light was thrown on the nature of the distor- 
tion in the surface layers caused by mechanical pol- 
ishing. Contains 15 photomicrographs. 


Electroplating on Aluminum—Preparation by 
Zinc Immersion Process. Myron B. Diggin. Metal 
Finishing 45, 67-69. (November 1947). 

Gives recipes for surface preparation of the different 
types of alloys and for plating with copper, nickel, cad- 
mium, zinc, brass, silver, and chromium. 
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Alloys by Electrodeposition. J. B. Mchler and H. 
J. Sedusky. Metal Finishing 45, 65-70 (December 
1947). 

Discusses practical points which must be considered 
in development of new plating baths for deposition of 
alloys. Gives properties of some well-known electro- 
deposited alloys and discusses future prospects. 


20 rei. 


The Structure of Hard Chromium Deposits on 
Steel. H. J. Goldschmidt. Metallurgia 36, 297-302 
(October 1947). 

Gives results of investigation by X-ray analysis. 
Structural conditions associated with high quality were 
determined. It was found that the base metal plays 
a vital part and that the structure of the interface 
between it and the deposit largely decides the proper- 
ties of the plate. Structural changes on annealing at 
temperatures up to 1,000° C are followed in some de- 
tail, and three classes of occluded hydrogen are dis- 
tinguished, according to the firmness of binding in 
the lattice. The effect of external friction on the plat- 
ing structure is found to be essentially different in the 
poor and good quality types. A number of subsidiary 
phenomena are observed and discussed. 17 ref. 


True Physical-Chemical Properties of Metal Sur- 
faces as Shown by Electropolishing. P. Lacombe, 
P. Morize, and G. Chaudron. Rev. Metallurgie 44, 
87-90 (March-April 1947). 

Cases where electropolishing does not impart passivity 
to metals are discussed. Reasons for passivity are 
investigated and a systematic study of the dissolution 
potential of electropolishing bath is presented. The 
presence or absence of oxide surface layers is empha- 
sized. 10 ref. 


The Influence of the Basis Metal in Electroplat- 
ing. KR. Piontelli. Sheet Metal Ind. 24, 2399-2404, 
2416 (December 1947). 

Experiments on the deposition of lead on various 
cathodes showed that for a given current density the 
number of ‘‘centers of crystallization” varied consid- 
erably with the nature and surface condition of the 
base metal. The importance of surface irregularities 
in creating local conditions favorable to the formation 
of nuclei was shown by the fact that the number of 
centers of crystallization on copper mechanically pol- 
ished with fine emery paper was considerably greater 
than in the case of copper pickled in nitric acid. Possi- 
ble mechanisms of electrodeposition in the light of 
fundamental lattice considerations are also discussed. 
18 ref. 


Spot Test for the Detection of Cadmium in Plat- 
ing on Metals. Karl A. Jorczak. Chemist-Analyst 
36, 61 (November 1947). 

Consists of cleaning with 20 per cent hydrochloric acid 
and adding a crystal of sodium sulfide. In presence of 
cadmium a yellow residue of cadmium sulfide is formed. 
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A COMPLETE ENGINEERING REPORT ON YOUR 
WORK. Send us one finished and several rough 
samples for a complete engineering and production 
report at NO COST or OBLIGATION. Let us show you 
what a HAMMOND Rotary Automatic can do for you. 





lure DOUGLAS AVENUE e KALAMAZOO, MICHIGAN 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 503. 737 








Bright Hard Nickel Plating of Gages. I. Ya. 
Kozlov. Stanki i Instrument 17, No. 1, 23-25 
(1946); Translation No. 1926 by Henry Brutcher, Alta- 
dena, Calif. 10 pp. 

Gives advantages of nickel plating over chromium 
plating for the above and information on composition 
of the plating solution and on other operating condi- 
tions. Compares the performance of nickel plated and 
carburized gages. Provides data on solutions used for 
stripping and dissolving and details on the electro- 
polishing of nickel plated gages. 


Increase of Tool Life by Electropolishing plus 
Chromium Plating. G. Ye. Pochtar’ and A. M. 
Gur’ev. Stanki i Instrument 18, no. 3, 27 (1947); 
Translation No. 1993 by Henry Brutcher, Altadena, 
Calif. 40 pp. 

Recommends chromium plating preceded by electro- 
polishing for high-speed tools containing 4 to 9.5 per 
cent tungsten to increase tool life 50 to 150 per cent. 
Gives data on best electropolishing and plating con- 
ditions. 


A Semi-Quantitative Method for Measuring the 
Ductility of Chromium Electrodeposits. M. R. 
J. Wyllie. Electrochemical Society Reprint 92-5 
(1947), 17 pp. 

The Dubpernell test was adapted for assessing quan- 
titatively both initial porosity and cracking of the 
above deposits after elongation. It is shown that, 
under the conditions used, porosity always takes the 
form of small circular holes in the deposits. Relation- 
ships of porosity and cracking and the effect of electro- 
plating bath temperatures and other factors on these 
phenomena were determined. 


Practical Facts About Polishing and Buffing 
Compounds. Part 2. Howard J. McAleer. Die 
Castings 5, 62, 64, 66. (December 1947). 

Describes what is accomplished by buffing and polish- 
ing, the types of compounds employed, abrasives and 
binders, and methods of spraygun application. 


Abrasive Tumbling Reduces Finishing Cost, 
Vallory H. Laughner. . Machinery (American) 54. 
139-146 (December 1947). 
Illustrates new applications of above for deburring 
cleaning, and finishing operations in both job shops 
and high-production plants. Includes cost data. 


Testing of Alkaline Metal Cleaners. A. Manko. 
wich. Metal Finishing 45, 77-78, 88 (December 1947), 
Various methods are described, and the limitations anq 
advantages of each are discussed. 


Secondary Reactions in Phosphating Baths. Ef. 
Jaudon. Compt. rend. 218, 915-917 (1944); Transle. 
tion No. 2009 by Henry Brutcher, Altadena, Calif. 
4 pp. 

Describes speeding up of the phosphating reaction by 
small additions of copper salts. Gives effect of addi- 
tions of various ions such as chlorate or nitrate and 
influence of pH of the bath. Discusses mechanism of 
oxidation of ferrous ion and effect of bubbling ‘air 
through the bath. 


Copper Plating: Cyanide-Free Electrolyte ‘for 
Coppering Steel. A. Levin. Pract. Chem. (U.S.S.R)) 
14, No. 1, 74-78 (1941); Electroplating 1, 25-27 
(November 1947). 

Presents some results of a laboratory investigation of 
copper sulfate-oxalate baths with and without organic 
addition agents. Alkaline copper sulfate-ammonium 
oxalate electrolytes appear to possess some interesting 
possibilities. 


Carbonate Anodizing of Aluminum Alloys. |. 
Anodization of Duraluminum Under Variable 
Electrical Operating Conditions of the Bath. A. 
F. Bogoiavlenskii. Applied Chem. (U.S.S. R.) 20, 
532-538 (June 1947). 

Shows that by anodizing duraluminum in carbonate 
baths, it is possible to obtain corrosion-resistant films. 
The film obtained with direct current is characterized 
by maximum compactness. 12 ref. 

















OUR GRADUATE 


ELECTROPLATING STUDENTS 


are thoroughly trained in modern electroplating tech- 
niques. They are dependable, ambitious young men 
whose ability has been developed through skilled in- 
struction. ur courses are designed and taught under 
the supervision of the Pittsburgh industry's top electro- 
plating experts. 

Primary and advanced courses are approved for veteran 
and non-veteran training. 

Write for complete information 


IRICHARD J. ZAIDEN, President 
DR. LESLIE LANCY, Ph.D., Technical Director 


ELECTROPLATING INSTITUTE OF AMERICA 


2020 W. LIBERTY AVENUE PITTSBURGH 26, PA. 


























pH Test Papers for 
Electroplaters 


This new set of /4 Test Papers 

covers the entire pH range from 

pH 1 to 14 

Set P-14b, complete... . $15.00 

Papers may be purchased 
separately. 


Our pH Tables for Electroplaters 
will be sent free on request 


R. P. CARGILLE 


Products for 
Scientific Laboratories 


Established 1924 


118 Liberty Street 
New York 6, N. Y. 
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Smoothing Action as a Mechanism in Bright 
Nickel Plating. G. E. Gardam. Electrodepositors’ 
Tech. Soc. 22, 155-168 (1947). 

Electrodeposits of nickel from solutions containing zinc, 
cadmium, or iron, made on a serrated cathode, were 
shown to be thicker in the hollows than on the crests. 
Nickel plating solutions which yield bright deposits 
have been shown by reflectivity tests of deposits on 
slightly matt surfaces to produce a similar smoothing 
action, but on a smaller scale. Theoretical and prac- 
tical importance of this phenomenon is discussed. 


J]. Standard Threshold Tests. II. Program for 
Establishing the ‘“‘Bent Cathode Test’? as a 
Means of Determining Impurities in Nickel 
Plating Baths. William L. Grube. U. S. Atomic 
Energy Commission, Oak Ridge, Tenn. Report 
MDDC-1118 (September 29, 1944). 24 pp. 

In evaluation of electrolytes for a specific requirement, 
it is desirable to determine whether the solution ex- 
hibits selective attack on either nickel or copper. An 
electrolyte which dissolves either of the metals and 
leaves the other comparatively unattacked possesses 
the desired properties. Describes a test devised to 
furnish this information and gives results obtained 
from its application to several electrolytes. Rate of 
solution in all cases is too slow for their use in strip- 
ping. Also includes a tentative program for the devel- 
opment of a standard “Bent Cathode Test’’ for the 
control of impurities in electrolysis for plating nickel. 


Dry Friction of Metals as Affected by Surface 
Finish and Surface Coatings. N. Ludwig. Die 
Technik 2, 166-170 (April, 1947); Engrs. Digest (Am. 
Ed.) 4, 516-517 (November 1947). 

Describes apparatus developed for measuring sliding 
frictional resistance by use of atest cube pressed against 
a plane surface. Effect of surface finish was de- 
termined for four metals or alloys and for four grades 
of mechanical smoothness: rough machined, fine ma- 
chined, ground, and polished. The frictional resistance 
of ten different surface coatings of either phosphated 
or plated types was also determined. 


Plating Bath Voltage. G. W. Croninger and J. B. 
Mohler. Iron Age 160, 66-68 (October 30, 1947). 
Resistivity data for a number of common plating 
baths and an explanation of the use of these data for 
calculating plating-bath voltage, particularly useful 
When using high-current-density baths, are given. 
Such data also indicate changes in conditions that will 
reduce the required voltage. 


Chemical Treatments for Zinc Surfaces—A Re- 
view. H. A. Holden. Sheet Metal Ind. 24, 1975-1983 
(October 1947). 


67 references. 
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KOCOUR 


SULFATE TEST SET 


Sulfates in Chromium Solutions 





This apparatus enables anyone to accu- 


rately and quickly determine the sulfate 
content of a chromium plating solution. 


For consistently good plating results, the 
ratio of sulfates to chromic acid must be 
maintained within very definite limits so 


that a constant check must be kept. 


This is easily accomplished with this 
equipment and we can also supply sets for 
quickly ascertaining the chromic acid and 


trivalent chromium content. 


We also manufacture test sets for analyz- 
ing other plating solutions, cleansers, pickles, 
anodizing baths, for determining the thick- 
ness of zinc, cadmium, copper and tin de- 
posits and for pH determination. 


Write for literature or contact 
your local jobber 


KOCOUR CU. 


4801 S. ST. LOUIS AVE. CHICAGO 332, ILL. 








FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A506. 739 






Offering 


CHROMIC 
ACID 
9% Plus 


COLE LABORATORIES, Inc. 


23rd Street and 37th Avenue 
Long Island City, New York 


Stillwell 6-1200 
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___FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 507. 
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meet 


“REDDY-RACK” 


in cross-section 
with the 
NARACO replaceable 


ee work holder * 


THEN LOOK to "'REDDY- — 


to hold 80% of the small odd piece parts in Fh 
your plating plant. 


Now LISTEN to “REDDY-RACK” features: 
the NARACO Removable and Replaceable 
Work Holder*; rack insulation that will not 
contaminate your solutions and will stand up 
in all types of plating and cleaning baths 
without re-racking between operations; and, 
“Reddy-Rack” unique all-round design. No 
plant can afford to be without “Reddy-Rack.” 
Order today by mail from stock for prompt, 
efficient service. 


NATIONAL RACK COMPANY 


22-06 MORLOT AVE. FAIRLAWN, N. J. 
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By GEORGE B. HOGABOOM 


Consultant, New Britain, Conn, 


No. 2,438,885, April 6, 1948—Apparaltus for Electro. 
plating Rings and Discs—Henderson M. Bell, II], 
assignor to Chromium Corporation of America. 
Cram. An apparatus for plating annular article 

which comprises in combination a plating tank hold. 

ing an electrolytic plating bath, open bearings mounted 
on top of opposite walls of said tank, a work-holding 
cathode shaft journaled in said bearings, means for 
rotating said shaft, said bearings and said rotating 
means permitting the lifting of the shaft and the work 
bodily out of said bearings and said tank, a plurality 
of work-holding hubs having elongated sleeve portions 
adapted to be slipped on said shaft in abutting rela- 
tionship in such manner that the length of the sleeve 
portions determines the spacing of said articles and 
the shaft is protected from the plating bath, three 
annularly: spaced spokes mounted on and _ radiating 
from each of said hubs, two of said spokes being of 
fixed and equal length while the third is adjustable in 
length, said spokes having outer ends adapted to 
engage the inner rims of said annular articles in order 
to support and hold said articles concentrically and in 
predetermined positions about said hubs, a plurality 
of anodes mcunted in the tank in between and in spaced 
relationship with said articles, a shoulder on said 
shaft forming a stop against which said hubs are 
abutted to determine their spacing from said anodes, 
and means for supplying plating current to said shaft 
and said anodes. 

1 claim, 10 figures. 

References cited: U. S. Patents 526,482; 541,986; 

611,418; 637,585; 1,262,248; 1,555,840; 1,991,678; 

2,349,908. Brit. Patents 412,685; 442,913. 





No. 2,438,897, April 6, 1948—Method of Plating Con- 
tact Surfaces of Magnetic Reeds—John T. L. Brown, 
assignor to Bell Telephone Laboratories, Inc. 

Ciam. In the manufacture of electric apparatus 
consisting of glass sealed magnetic reed contact ele- 
ments, the step of plating the contact surfaces of the 
reeds with a noble metal by placing each of a plu- 
rality of said reeds in an individual cathode circuit 
ncluding an individual fixed resistance of approxi- 
mately 100 ohms and completing said circuits i 
parallel through a noble metal plating electrolyte to a 
common anode to render the current in each said indi- 
vidual cathode circuit substantially uniform and 
equal to the current in each other of said parallel cir- 
cuits regardless of variations in the individual resist- 
ances of the reeds. 

1 claim, 16 figures. 

References cited: U. S. Patents 602,212; 645,786; 
874,374; 887,539; 891,361; 2,044,415; 2,044,431; 2,119, 
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THE BELT METHOD IS THE BETTER METHOD 
. . . AND THE BETTER BELT IS METALITE® 
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YOUR PROBLEM 


EYE-APPEAL? 


RUSTPROOFING? 
BASE FOR PAINT? 


Whatever your problem in finishing zinc or cadmium, 
there’s an Iridite* to do the job. Iridite, a quick-dip, 
chemical treatment, offers you these three advantages— 


1. EYE APPEALING FINISH 


On plated parts Iridite forms 
a long lasting, sparkling bright 
finish that stays bright, even 
after handling, storage, expo- 
sure. On all surfaces, Iridite 
can be used to produce a vari- 
ety of colored finishes. 











See a: : 

Radio and hardware parts, 
permanently brightened 
with Iridite. 


2.RUSTPROOFING... 
a ema ea: | 


| Resistant to the attack of water, 

gasoline, and ordinary corrosive 
conditions, Iridite provides the 
ideal final finish for all zinc 
and cadmium surfaces. 


3.BASE FOR PAINT... 


On any zinc or cadmium sur- 
face that must be painted, 
Iridite insures a better finishing 
system because the coating 
improves initial paint adher- 
ence, blocks corrosion under 
paint, blocks formation of me- 
tallic soaps between paint and 
metal. 





ire cloth and galvanized 
bucket, Iridited for extreme 
corrosion-resistance. 


@ Tell us the type of finish 
you need for zine or cad- 
mium—let us tell you how 
Iridite can help. For infor- 
mation and samples, write 








eee ee oil 
Hardware products, Iridited 
and painted for peak fin- 
ishing system efficiency. to: 


ALLIED RESEARCH PRODUCTS, INC. 
401 Chemical Building 
4004 EAST MONUMENT STREET @ BALTIMORE 5, MD. 


Manufacturers of *REG. U.S. PAT. OFF 


«€ 
x 


DISTRIBUTORS IN PRINCIPAL INDUSTRIAL AREAS 


742 FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 510. 











344; 2,236,647; 2,249,765; 1,527,095; 2,289,330. 
1,727,736; 542,986. German Patent 451,623. Austrian 
Patent 88,462. 

“Electrodeposition of Metals” by Langbein (1924), 
pp. 162-164, 205, 206-207. The Petroleum Engineer, 
156-157 (October, 1940). 


No. 2,439,190, April 6, 1948—Electroplating Rack—~ 
Leroy E. Schroeder, assignor to Western Electric 
Company. 

Cram 2. An article-supporting rack for electro- 
plating comprising an insulation-coated frame of elec- 
trically conducting material, a cross bar on said frame 
also coated with insulation and having a screw-threaded 
cavity therein terminating in a cone-shaped inner wall, 
an article-supporting and electrically conducting hook 
having a threaded portion threaded into said cavity, 
and a deformable metallic contact pellet interposed 
between the cone-shaped inner wall and an end of the 
conducting hook and compressed to provide an appre- 
ciable area of contact between the cross bar and hook 
for insuring a positive electrical contact therebetween, 
said portion of the hook having a coating of relatively 
fluid insulation thereon which is partially removed by 
the abrasive action of threading the hook into the cross 
bar to deform the deformable contact pellet. 

2 claims, 2 figures. 

References cited: U. S. Patents 731,453; 799,861; 
1,281,983; 1,895,845; 2,177,453; 2,275,382. — British 
Patents 14,133; 288,813; 362,756. French Patent 
690, 318. 

Alien Property Custodian Publication No. 290,026, 
July 13, 1943. 


No. 2,439,491, April 13, 1948—Enclosed Electroplating 

Tank—Charles Schiffi, Montclair, N. J. 

Cram 3. An electrolytic apparatus comprising a 
container for electrolyte having an open top and 
wherein relatively warm moisture and gases are 
formed during operation of the apparatus, a casing 
completely enclosing said container with spaces be- 
tween said container and said casing, said casing 
having a top wall provided with an opening above 
said container for access to the latter, a removable 
cover for said opening having top, side and end walls 
and a partition beneath said top wall of the cover 
formed with portions extending inwardly from the 
side walls that converge downwardly toward and meet 
above the open top of the container so that moisture 
rising from the electrolyte in said container will impinge 
on said converging portions, perforations in said con- 
verging portions closely adjacent the meeting line of 
said portions and perforations in said side walls of said 
cover above said partition and means for drawing aif 
through said perforations and transversely of the open 
top of said container above said electrolyte and down- 
wardly through the spaces between said container and 
said casing and out of the casing, whereby said con- 
verging portions will be cooled so that some of the 
moisture rising from said electrolyte will condense on 
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said portions and drip into the container while at the 
same time some of the gases that rise from the electro- 
lyte will be withdrawn. 

3 claims, 8 figures. 

References cited: U. S. Patents 692,597; 1,008,383; 
1,057,788; 1,144,271; 1,243,384; 1,344,030; 1,435,671; 
1,444,787; 1,545,352; 1,664,482; 1,723,480; 1,857,903; 
1,917,657; 2,110,991; 2,111,377. German Patent 
493,223. 


No. 2,439,858, April 20, 1948—Conductor Roll—Earil 
R. Muddiman and William E. Winterhalter, as- 
signors to Carnegie-Illinois Steel Corporation. 

The present invention provides a conductor roll for 
use in conjunction with electrolytic processes, which 
roll is resistant to chemical attack by the electrolyte 
used in such processes, whether they be cleaning 
processes, where a metallic body such as a metal strip 
is conveyed through the electrolyte by the roll, in 
which electrolyte the strip is subjected to a cleaning 
operation such as, for example, anodic cleaning, or 
where the strip is being conveyed through the electro- 
lyte as a cathode for receiving a deposit of metal elec- 
trolytically thrown out of solution by the action of a 
metal-depositing current. 

Cram 4, Apparatus for electroplating metal on a 
continuously rapidly moving strip of dissimilar metal 
which comprises a combined conveyor and conductor 
roll for conveying the strip through an electroplating 
bath, the said roll also contacting the strip and sup- 
plying electric current to the strip as it moves through 
the plating bath and making the strip cathode in the 
bath, the said combined conveyor and conductor roll 
comprising a hollow cylindrical roll body composed of 
high conductivity metal, a facing on the roll body 
adapted to contact the strip and having a hardness 
substantially greater than the strip and the metal being 
plated onto the strip, a shaft for mounting the roll 
body, the said shaft being composed of high con- 
ductivity metal, means for conducting current to the 
shaft, spaced conductive diaphraghm means mounted 
on the shaft in the roll body dividing the said roll body 
interiorly into a series of transverse cooling compart- 
ments, the said diaphragm means having a diameter 
equal to the interior diameter of the roll body and cir- 
cumferentially engaging the roll body and welded to 
the shaft and to the roll body in intimate electrical 
connection with both the shaft and the roll body, the 
said diaphragm means constituting the major con- 
ductive path for major portions of current between the 
shaft and the roll body, electrically conductive and 
closure members for the roll body closely engaging the 
shaft and roll body, the said end closure members 
being less conductive than the diaphragm means but 
cooperating with the diaphragm means to assure uni- 
form distribution of current on the entire roll body, 
and means for maintaining each of the cooling com- 
partments in the roll body continuously filled with 
continuously circulating cooling fluid. 

10 claims, 7 figures. 
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RERMAG 


Cleaning Compounds 


for dependable 
cleaning of Steel or 
Brass — insuring 


a Good Appearance 


of TIN 
or CADMIUM 





Preparation of metal sur- 
faces prior to finishing is one 


of the most important parts 


of the job. 


The buyer ofa product sees 
the surface first, and if it has a 
fine eye-appealing effect he 


wants it. 


For example: Tin or Cadmium 
will be clean and bright, if the 
surface, prior to plating is abso- 
lutely clean and free from all. 
chemical impurities. PERMAG 
Compounds are engineered to 
handle the most difficult cleaning 
jobs—and there is a PERMAG 
Compound suited for every type 
of metal cleaning. 


Our Technical Service may 
be consulted any time for help 
on cleaning problems that seem 


insolvable. 





Write or *phone us. 





WV, Bei cere) ie 13:16) 0) 6168 Noo Oxo) 010) :9. WU (Oa 


Main Office: 50 Court Street, BROOKLYN 2, N. Y. 
Representatives from Coast to Coast. Warehouses in principal 
cities. In Canada: Canadian PERMAG Products Ltd., Montreal 


FOR_FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A511. 743 














References cited: U. S. Patents 706,550; 1,233,906; 
1,358,205; 1,704,129; 1,724,676; 1,805,549; 1,952,762; 
2,035,312; 2,035,517; 2,803,253; 2,266,347; 2,341,157. 
British Patents 12,717; 513,220. 





white solution of indium perchlorate. 

This solution, prepared as above, was placed in, 
glass tank and a pure indium metal slab suspended a 
an anode. The following metals, employed as cathode 
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were plated in this solution: Copper, brass, aluminun, J 
No. 2,439,935, April 20, 1948—Indium Electroplating silver, lead, steel and cadmium, of which copper, G 
—Thomas R. Jones and Nevin R. Bierly, assignors to silver, lead and cadmium are well-known component; 
The American Metal Company, Limited, New York, of bearings. The same conditions were maintained jy 

N.Y. each case current density, 30 asf; temperatur— ¢—97. 
Several processes have heretofore been proposed for 78° to 80° F; voltage 1.15 volts. The plating tinie wa —A 0 
electrolytic deposition of indium, but so far as we are 30 minutes for each metal and fine grained smooth pee 
aware, these processes are troublesome to operate be- deposits were made in each case. ig 
cause they require frequent adjustment of chemicals Cram 6. A process for electrodepositing indium Ti 
in the solutions to keep them up to strength ...... which comprises electrolyzing an aqueous solution off Tham: 
the electrolytes must be reworked and purified or re- perchloric acid with electrodes including a substan. Desig: 
placed with fresh solutions. tially pure indium ancde until an electrolyte con-§ 8° 
The principal object of our invention, accordingly, sisting of indium perchlcrate in water with some free — 
is to provide a simple, efficient process which shall acid is formed, adjusting the indium content thereof to single 
avoid some of the difficulties mentioned. about 20 to about 60 grams per liter and the free per-§ machi: 
EXAMPLE 1. Fifty-five grams of cupric oxide (CuO) chloric acid content to about 1 to about 75 grams perf} oum, : 
was dissolved in a solution containing 160 grams per liter, employing a substantially pure indium metal a3 angels 
litre of perchloric acid (HCIO,), 100 per cent. The dis- an anode and a bearing as the cathode in said elec. teen 
solving of the CuO was speeded up by heating; how- trolyte, and electrodepositing indium on the bearing® otal 
ever, the solution was not heated to the boiling point. surface of said bearing, adjusting the current density § stratec 
As soon as the CuO was all in solution, a calculated to about 10 to about 55 amperes per square foot, the buflins 
quantity of pure indium was submerged in the voltage to about 0.6 to about 2.5, and the temperature" © 
Cu(ClO,4)2 solution and In(ClO,)3; was formed by ce- of the electrolyte to about 75° F to about 130° F. a 
menting out the copper. Upon completion of the reac- 6 claims, 3 examples. im 
tion, when no trace of copper remained in the solution, References cited: Trans. Electrochem. Soc. 26, 135 mount 
the cement copper was filtered off, leaving a water- (1914); 79, 443-450 (1941). (1) its 
. trate : 
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E—97. Emulsifiable Solvent Cleaner 
—A new emulsifiable solvent cleaner that 
dilutes with water for efficient cleaning of 
metal parts in pressure spray-type wash- 
ing machines, has recently been  an- 
nounced by Oakite Products, Inc., 140 
Thames Street, New York 6, N. Y. 
Designed to solve difficult problems of 
large-scale production cleaning, Oakite 
Composition No. 97 forms water emul- 
sions suitable for spray application in 
single or miujti-stage metal washing 
machines for cleaning steel, brass, alumi- 
num, zinc and other metals before elec- 
trocleaning, as a prepaint treatment, o 
for use between processing operations. 
Extensive shop and factory tests on sheet 
metal and die castings have demon- 
strated, it is said, its ability to remove 
buffing compounds, drawing and stamp- 
ing compounds, cutting and grinding 
compounds, mill and slushing oils, other 
rust-preventives, cutting and machining 
oils, metal chips and shop dirt. Para- 
mount among the reported features are 
(1) its surface-active agents speedily pene- 
trate and loosen deposits so that they 
reaily flush away under the impact of 
cleaning and rinsing sprays, (2) at recom- 
mended concentrations it shows no ten- 
dency to foam, (3) since the emulsions do 
not hold soils in permanent suspension, 
their effective life is prolonged and nozzle- 
clogging reduced, (4) a temporary rust- 
retarding film remains on the work, (5) 
added to rinse water in small quantities, 
it minimizes water-spotting, (6) the water 
emulsions present no fire hazards and do 
not give off toxic vapors. 











Oakite Composition No. 97, the manu- 
facturers state, has proved highly effec- 
tive in machine-cleaning such a variety of 
work as: auto frames, bolts and other 
threaded parts, brake drum parts, cylin- 
der heads and liners, gears, handles, hand 
rests, hinges, heater shells, kitchen cabi- 
nets, machined castings and screen and 
window frames. For additional informa- 
tion, use Reader Service Card. 







































E—98. Plating Tanks of Hi-Tempera- 
ture Lucite—Elimination of the final 
obstacle preventing the use of H-T Lucite 
for plating tanks has been achieved by 
means of the Singleton-Weld, a pure weld 
of the material, according to the Singleton 
Company, 9823 Lorain Avenue, Cleve- 
land, Ohio. 

Principal advantages claimed are re- 
sistance to all acids and alkalies; absence 
of contaminating effects and leaks; per- 
Manance; transparency—l1l_ per cent 
clearer than glass (for watching baths in 
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the profitable way to do it 


Making every operation in a plating sequence as automatic 

or as mechanized as possible is the profitable way. This 

new booklet illustrates and describes a variety of ways it is done 
with Meaker Machines Not only is the cost lower, but the 
production is increased, and a better and more uniform quality 
of product is assured. 


You should get a copy of this booklet for ideas on improving 
your plating processes. The Practical Plating Pointers including 
several new tables are a convenience for those in charge 
of plating departments. 


THE MEAKER COMPANY 


1629-41 South 55th Ave., Chicago 50, Illinois 





Full Automatic and Semi-Automatic Electroplating Equipment ¢ Strip 
Steel Plating Equipment ¢ Wire Galvanizing Equipment ¢ Strip Steel 
ce Electrocleaning Lines ¢ Pickling Machines © Processing Conveyors 
Motor Generators for Plating ¢ Rectifiers for Plating 





FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 514. 
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action); high tensile and impact strength, 
and machinability. For further informa- 
tion, use Reader Service Card. 


E—99. Bright Barrel Zinc Plating 
Process—F lashing bright, right from the 
plating barrel, comes zinc plated work 
processed by the BB2-200 process, accord- 
ng to the supplier, Hanson-Van Winkle- 
Munning Company, Matawan, N. J. It 
is also said to stay bright longer. Devel- 
oped expressly for barrel zinc plating 
only, this process is said to produce its 
characteristic brilliant deposits over a 
wide range of current densities. Subse- 
quent bright dipping is not necessary. 
Low concentration in the bath and low 
consumption add economy. For further 
information, use Reader Service Card. 


E—100. New Fume Separator—A new 
Niehaus Fume Separator, incorporating 
three recent modifications, was shown 
by the Industrial Electroplating Com- 
pany, Inc. of Indianapolis at the Ameri- 
can Electroplaters’ Society Industrial 
Finishing Exposition in Atlantic City, 
June 28-July 1. 


Inventors of the fume separator, which 
functions through the principles of water 
absorption and centrifugal separation, are 
William and Carl Niehaus, youthful 
brothers, who own and operate an In- 
dianapolis plating plant. They were en- 
couraged to enter the manufacturing field 
by the interest shown in an experimental 
model at the 1947 Convention of the 
A.E.S. Within their first year, 11 
distributors have been appointed to 
handle the Niehaus Fume Separator and 
multiple units have been installed in 
more than 50 factories and plating shops. 
The Niehaus brothers now are working 
to perfect test models of a second inven- 
tion—a dust collector. For further in- 
formation, use Reader Service Card. 


E—101. Rack Coating—A new im- 
proved single-dip heat-cured rack coating 
material to be known as Muiccrosou 
E-1003 has been introduced by Michigan 
Chrome and Chemical Company, 6351 E. 
Jefferson Avenue, Detroit 7, Mich. This 
100 per cent solids material produces a 
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tough, smooth, leather-like coating. A 
series of tests on tensile strength, adhe- 
sion, hardness, tear strength, elongation, 
and recovery show a marked superiority 
over other well-known rack coatings. It 
is claimed to combine, in addition to posi- 
tive insulation and protection: perma- 
nent flexibility, positive and continuous 
adhesion, high scuff resistance, simplicity 
of application, savings in time, labor and 
material, and to withstand all commonly 
used plating solutions, acids, and caustics. 

Only one coat is required over the 
primer. Racks are completely processed, 
ready for use, in- approximately two to 
four hours. For further information, use 
Reader Service Card. 


E—102. Metal Masking Templates— 
The difficult and costly procedure of 
forming masks by hand and the necessity 
of cleaning after painting are said to have 
been eliminated in the new form-fitting 
electro-formed metal masking templates, 
manufactured by Conforming Matrix Cor- 
poration, 340 Toledo Factories Building, 
Toledo 2, Ohio. They neither deteriorate 
nor lose their form during cleaning. 
Bright, durable enamels, one color right 
after another, can frequently be wet 
painted before baking on many convex, 
concave or irregularly shaped _three- 
dimensional parts with these masks. 
Clean-cut, sharply defined letters and 
effects on even small emblems of intricate 
design are obtained. Emblems of intri- 
cate design, nameplates, hubcaps, horn 
buttons, dials and utility markings for 
household appliances can now be made 
rapidly, easily and economically by all 
manufacturers through the use of these 
new masks. 

There are three general classifications 
of form-fitting masks: the lip type, the 
plug type, and the block cut-out plane 
surface mask. By means of special 
arched bridging, the “loose” inside of 
letters and numerals, such as “O” and 
“6”, are held in position, to effect perfect 
characters without the use of the ob- 
jectionable “ties” used with common 
stencils. Plug masks must always be 
used on plastics where side lighting is 
employed to illuminate clear depressed 
characters such as speedometer and radio 
dials. Plug masks are also applicable to 
plastics molded in solid color but to be 
decored with additional colors on the 
face surface. A majority of parts can be 
painted by laying them on a turntable 
and placing the mask on them.  Fre- 
quently the mask is mounted rigidly in 
the booth and the piece brought to the 
mask. Where parts have a tendency to 
warp or their light weight and size allows 
distortion from polishing, clamping fix- 
tures are suggested for best results. 
Masks are also designed for attaching to 
parts moving on a monorail or merry-go- 
round, for either manual or fully auto- 
matic spraying. For further information 
use Reader Service Card. 


E—103. Buffer and Polisher for Vari. 
Shaped Objects—Type V-1 semi-auto. 
matic Buffing and Polishing Machine 
manufactured by Vanott Machine Corp. 
oration, 248 Colgate Avenue, Buffalo 20, 
N. Y., and geared to handle articles of 
nearly every shape and size, is said to 
offer a means of obtaining uniformly high 
quality finish while reducing labor costs, 
It is adaptable to many different shapes 
because it is fully adjustable for heights, 
angle, spindle speed, and stroke (up to 
6 inches). 

The chucks, or holding devices, are 
individually designed to hold the item 
being buffed or polished. All vital mech- 
anism is enclosed to give protection from 
abrasive wear, and a foot pedal revolves 
the head, allowing the operator the use 
of both hands for changing parts. A 
14-hp motor provides ample power, and 
it can be plugged into any light socket. 
For further information, use Reader 
Service Card. 


E—104. New Corrosion-Resistant 
Air-Drying Coating—KEasier applica- 
tion, without primer, increased corrosion- 
resistance and durability are among the 
factors that feature a new product, 
LC-600, of Lithgow Corporation, 333 W. 
40th Place, Chicago 9, Ill. It is for use 
in tanks, driers, pipe fittings, filter bod- 
ies, and scores of other uses in chemical 
industries. 


LC-600 embodies important properties 
based on inert synthetic resins. It may 
be sprayed, dipped, flowed, roller coated, 
or brushed on almost any clean unpol- 
ished, de-rusted surface. 

It is positively resistant to acids, alka- 
lies, chlorides, oils, salts, oxygen and 
alcohol solutions. Electrochemical cor- 
rosion is said to be prevented by its high 
dielectric strength. It contains no vege- 
table oils causing oxidation or deteriora- 
tion with age and is odorless and taste- 
less. The new product is said to have 
been well- proved in use as well as in 
severe laboratory tests. For further 
information, use Reader Service Card. 


E—105. Stop-Off Coating for Selec- 
tive Tin Plating—A formulation of col- 
loidal graphite in resin-naphtha has been 
developed by Acheson Colloids Corpora- 
tion, Port Huron, Mich., for use as 4 
stop-off coating for selective tin plating. 
It is easily applied to that portion of 4 
surface on which it is desirable or neces- 
sary to prevent adhesion of the tin. The 
coating readily withstands a muriatic acid 
pickling bath used in tin plating opera 
tions as well as the fluxing dip and molten 
tin dip. For further information, us 
Reader Service Card. 


E—106. Amine Bright Copper Process 
—Speed and brightness of deposit are 


(Continued on page 774) 
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Yes suh! What a face on that Duro-Flow Bias Buff. . . . it's one bias 
buff that can't be beat for full coverage of the finishing surface, 
especially on flat work. You see all that shirring! . . . that's so 


, 1948 


the work won't ridge. These Duro-Flows are air-cooled, too! 5 U : 


cut on a bias so they're anti-raveling. 


. 
7 


BUFF COMPANY 
>” 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 515. 














L-74. Unusual Chemicals—Many rare 
metals and their salts as well as unusual 
inorganic and organic chemicals are listed 
as available in Bulletins Nos. 70 and 71 
published by A. D. MacKay, 198 Broad- 
way, New York 7, N. Y. 


L—75. Ball Burnishing Steel. Brass 
and Aluminum—lInteresting data on 
the factors to be considered in making a 
proper choice of a lubricant for use in 
ball-burnishing operations and_ specific 
recommendations for preparatory clean- 
ing and rinsing procedures are contained 
in a special service report, ‘“Oakite Com- 
position No. 3 and Its Uses for Improved 
Ball Burnishing”’, just published by Oakite 
Products, Inc., New York 6, N. Y. 


The ideal lubricant, the report states, 
is one with free-rinsing and high lubricat- 
ing action, free from ingredients which 
might attack the metals being burnished, 
able to suspend the finely divided mate- 
rial released during the burnishing opera- 
tions, and adaptable for use in either hard 
or soft water. Oakite Composition No. 3 
is said to provide the following advan- 
tages: (1) it can be added directly to the 
barrel in dry form, (2) has high resistance 
to acids carried over from rinses after 
bright dips, (3) may be used in either 
hard or soft water, (4) possesses effective 
lubricating properties, preventing metal- 
to-metal seratching, (5) produces ample, 
thick suds, (6) rinses freely and keeps dirt 
in suspension during burnishing, (7) puts 
unfinished surfaces in receptive condition 
for subsequent plating, (8) improves lus- 
ter of plated work, and (9) retains lubri- 
cating properties longer so that less 
material is needed for upkeep. 


The service report further stresses the 


importance of thorough cleaning and rins- 
ing before burnishing, and describes spe- 
cific procedures for pre-cleaning steel, 
brass and aluminum. For your copy, use 
Reader Service Card. 


L—76. Tumbling Abrasives—An 18- 
page bulletin on “Precision Tumbling 
with Aluminum Abrasive” discusses this 
subject in a lucid manner, placing em- 
phasis on tumbling with specially pre- 
pared abrasives manufactured by Norton 
Company, 1 New Bond Street, Worces- 
ter 6, Mass., as a substitute operation for 
surface finishing various parts (gears, 
castings, threaded parts) on bench grind- 
ers or with small portable grinders. For 
your copy, use Reader Service Card. 
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L—77. Safety Apparel—A new 4-page 
release by Industrial Products Company, 
2920 N. 4th Street, Philadelphia 33, Pa., 
on safety apparel such as synthetic gloves, 
coated gloves, gum gloves, white chemist 
aprons, Neoprene aprons, cushion knee 
pads, sleeve and two-piece rubber suits 
includes description and prices. For your 
copy, use Reader Service Card. 


L—78. Conversion Coating for Zinc 
and Cadmium—A 4-page folder on 
“Unichrome Clear Dip’”’ issued by United 
Chromium, Incorporated, 51 E. 42nd 
Street, New York 17, N. Y., describes 
an improved chemical treatment for pro- 
ducing a_ brilliant, corrosion-resistant 
finish on ordinary zinc or cadmium plate. 
It shows the simple operating cycle of 
this dipping process, illustrates how it 
benefits zinc or cadmium, and gives gen- 
eral specifications on use. For your copy, 
use Reader Service Card. 


L—79. Bright Nickel Process—The 
McGean Chemical Company, Cleveland 
15, Ohio, has published an 8-page bulletin 
which describes its bright nickel process 
and supplies and customer service policy. 
For your copy, use Reader Service Card. 


L—80. Belt Finishing Equipment— 
Behr-Manning, Troy, N. Y., has issued a 
new 6-page bulletin, “Belt Grinding and 
Finishing with Idler Backstands”, de- 
scribing the process, the contact wheels 
and cement, applications to contour pol- 
ishing, and various sizes of backstands. 
For your copy, use Reader Service Card. 


L—8l. Bright Alloy Process—An 
8-page Technical Instruction Bulletin 
issued by Hanson-Van Winkle-Munning 
Company, Matawan, N. J.; on its Alba- 
loy Process presents sections on solution 
preparation and control, notes on oper- 
ating techniques, equipment required, 
and a dropping test set for thickness of 
the deposit. For your copy, use Reader 
Service Card. 


L—82. Rod Agitators—A 4-page Bulle- 
tin 199 issued by the Belke Manufactur- 
ing Company, 947 N. Cicero Avenue, 
Chicago 51, IIl., describes in detail Belke’s 
Standard and Streamlined Rod Agitators 
and accessories and gives specifications 
and mounting details for fastening the 
units to tanks. For your copy, use 
Reader Service Card. 


L—83. Corrosion-Resistant Plating 
Equipment—Classifying stainless steel, 
nickel, Monel and Inconel as_ semi- 
precious metals, Storts Welding Com- 
pany, Incorporated, Meriden, Conn., has 
issued an illustrated bulletin featuring 
various types of plant equipment of spe- 
cial design fabricated in: these metals. 
The fabrications shown include plating 
and rinsing tanks, processing tanks, an- 


nealing hoods, trays and baskets, 
and duct work, and material han 
equipment—all for service where 
sion resistance, heat resistance or bc’ 
required. The advantages and the 
of application of the semi-precious 
are noted and suggestions are giv 
supplying information to the fab 
when inviting estimates on special 
ment for corrosion and high tempe-: 
conditions. For your copy, use Header 
Service Card. 


L-84. Industrial Chemicals——The 
Harshaw Chemical 1945 E. 97th Sireet, 
Cleveland 6, Ohio, has issued a 32-page 
booklet which sets forth the history of 
the company and its major activities. An 
alphabetical listing of hundreds of c!iemi- 
cals supplied to the trade is given, and 
mention is made of the full line of labora- 
tory apparatus and chemicals carried in 
stock. For your copy, use Reader Service 


Card. 


L—85. Grinders and Polishers for 
Sheet, Strip and Bar—The Hill Acme 
Company, 6400 Breakwater Avenue, 
Cleveland 2, Ohio, offers its Bulletin No. 
GP-1 which describes the above items in 
detail. For your copy, use Reader Service 
Card. 


L—86. Cleaning and Surface Treat- 
ment of Ferrous Metals Before Paint- 
ing—aAn easily controlled procedure for 
cleaning and surface treatment of ferrous 
metals to provide improved paint adhe- 
sion is described in a new 6-page Service 
Report issued by Oakite Products, Inc., 
140 Thames Street, New York 6, N. Y. 
This Oakite CrysCoat Process, in which 
a specially formulated acid cleaner is 
applied to metal surfaces as work is 
routed through a three or more stage 
pressure-spray washing machine, _ per- 
forms the following three functions: (1) 
removes light soils, grease, spinning com- 
pounds and shop dirt, (2) improves paint 
grippage by imparting to surfaces a thin, 
crystalline phosphate film, and (3) retards 
rusting of metal surfaces between clean- 
ing and painting operations and_ localizes 
corrosion if painted finishes become 
scratched or marred during use. 


The new Service Report features an 
Application Check Chart offering detailed 
data on CrysCoating procedures, includ- 
ing recommendations of specific solution 
concentrations, temperatures, time Cy- 
cles, and pH range. For your copy, use 
Reader Service Card. 


L—87. Cobalt-Nickel Plating Proc- 
esses—The Hanson-Van Winkle-‘iun- 
ning Company, Matawan, N. J., offers a 
12-page Technical Instruction Bul etip 
which describes its Type 9H, Type 5 and 
Type AA Cobalt-Nickel processes, in- 
cluding details concerning the prepara. ion, 
operation and maintenance of the bz ths. 
For your copy, use Reader Service Card. 
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Time-tested DARCO sayings... 

















Its Easier To Keep Your Solutions Clean 
than To Take Losses tor Spoiled Work 


Lead the parade! Use DARCO S-51 as your baton and you'll set the tune 

for better electroplating! 

DARCO takes care of those many impurities that pass through a mechanical 

filter—by adsorption. You'll simplify your work by letting a little DARCO 

help keep a lot of solution clean. 

DARCO is easily wetted and incorporates readily into the slurry 
. . In a word, is easy to handle. DARCO is easy on the cost sheet, 

too—just a few cents’ worth will purify 100 gallons of solution a week. 

You'll find DARCO ideal, in conjunction with a filter, for purifying 

plating baths for bright nickel—copper—iron—zinc—cadmium—tin 

—gold and silver. 

DARCO can help you improve your work at lower cost—and DARCO 

technicians are ready to show you how. DARCO distributors are Is your plating bath as 


ae clean as the water used 
everywhere—write yours for a sample, today. i ou aban 


DARCO 


CORPORATION 


> Soares eo. OO 60 East 42nd Street, New York 17, N. Y. 
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A. E. 8. OFFICERS 
1918-1949 


SAMUEL S. JOHNSTON 
President 


Born August 10, 1905, in Steuben- 
ville, Ohio; graduated from the Col- 
lege of Engineering, Ohio State Uni- 
versity in 1932. 

Laborer, Carnegie Steel Company; 
Research worker, U. S. Bureau of 
Mines; Analytical Chemist to Tech- 
nical Director, Electrolytic Depart- 
ment, Weirton Steel Company, Weir- 








ton, West Virginia. 

Past President, Pittsburgh Branch A. E. S.; 
man, 33rd Annual Convention, A. E. S.; member, 
chemical Society, American Institute Chemical 
American Society for Testing Materials. 


General Chair- 
The Electro- 
Engineers, 


: : WILLIAM J. NEILL 
Second Vice-President 


Born on July 1, 1901, and at- 
tended school in a great many cities 
due to his father’s business. Franklin 
University is his alma mater. 

General Superintendent of Colum- 
bus Metal Products Company, man- 
ufacturers of oil burner and truck 
and bus equipment. 

Past President (two terms) of the 
Dayton Branch; instrumental in organizing the Columbus Branch. 
Member of American Institute of Chemists and Vice-Chairman 
of its Miami Valley Chapter; member of the Board of Gover- 
nors of the Ohio Committee for Professional Practice; member 





and Post Officer of Kiwanis International. 


A. KENNETH GRAHAM 


Executive Secretary 


Born December 25, 1896, Philadel- 
phia, Pa.; attended University of 
Pennsylvania and Columbia Univer- 
sity; holds B.S., M.S., and Ph.D. 
from University of Pennsylvania. 

Research work, Scoville Manufac- 
turing Company, Waterbury, Conn., 
1919-1920; Instructor in Chemistry, 
University of Pennsylvania, 1921- 
1926; Chemical Engineer, H-VW-M Company, 1926-1928: In- 
structor and Assistant Professor in Chemical Engineering, Uni- 
versity of Pennsylvania, 1928-1937; Consultant, A. K. Graham 
& Associates, 1936-1942; Consultant and Deputy Chief, Products 
Branch, Conservation Division W. P. B., 1942-1943; Director 
of Research and Development, Garfield Division, Houdaille- 
Hershey Corporation, 1943-1944; President, Graham, Crowley 
& Associates, Inc., 1944 to date. 
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ARTHUR W. LOGOZZ0 
First Vice-President 


Formerly Foreman Plater, Gep. 
eral Electric Company, Pi! tsfield, 
Mass.; Plating Superintendent, Hart. 
ford Chrome Corporation, Hartford, 
Conn.; Service Engineer, MacDer. 
mid, Incorporated, Waterbury, 
Conn.; now President of Nutme; 
Chrome Company, Hartford, Conn. 

Past President of Hartford Hranch, 
A.E.S.; recipient of First Exhibit Prize at the 1941 Conver 
tion for a display of chromium-plated dies and molds. Winner 
of the Coffin Award, General Electric Company’s highest award 
for contribution to the electrical art, for development of moli- 
plating methods. 





C. F. NIXON 
Third Vice-President 


Born in Philadelphia, Pa., on May 
4, 1901; graduated from the Univer. 
sity of Wisconsin in 1923 with a BS. 
in Chemical Engineering. 

Employed in the laboratory of 
Western Electric Clock Company, 
Peru, IIl., for six years; since then 
with Fisher Body-Ternstedt Division 
of General Motors Corporation, 
where he is now Director of Process Engineering. 

Member of the American Electroplaters’ Society since 1924; 
now President of Detroit Branch. Contributed many papers 
on electroplating subjects and received several awards. 





KENNETH M. HUSTON 
Past President 

Born in Brazil, Ind.; B.S. in Chen- 
ical Engineering from Rose Poly- 
technic Institute, Terre Haute. Ind. 
1920. 

Junior Engineer, Empire Gas and 
Fuel Company; Analytical Chemis! 
and Assistant to Technical Director, 
Chemical Warfare Service, [dge- 
wood Arsenal; Manufacturing Plan- 
ning Engineer, Development Engineer and Finishing Engineer. 
Western Electric Company, Baltimore, Md.; Senior Researeh 
Engineer with Rustless Iron and Steel Division, Armco Steel 
Corporation, since late 1945. 

President, Baltimore-Washington Branch, A. E. S., 1944-1946: 
member of Alpha Chi Sigma and American Legion. 
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The (hirty-fifth Annual Convention of 
the American Electroplaters’ Society, 
which caded on July 1, was outstanding in 
sothness and dispatch with which 
ctivity was handled. Much of the 
credit oes to the Newark Branch Com- 
mittee headed by Mr. John L. De Vries, 
Convention Co-chairman, and its many 
sub-committees with their chairmen. It 
is difficult to single out any one of the func- 
tions for special mention; most visible, 
perhaps, was the excellent timing of the 
Educational Sessions under Mr. Myron B. 
Diggin, which started on time, ended on 
time and still allowed adequate opportun- 
ity for discussions; most impressive, the 
gorgeous entertainment at the Banquet 
with Mr. Paul A. Oldam the Entertain- 
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Ceremonies. 






INDUSTRIAL FINisHING ExposiTION 

While smaller than last year, the Ex- 
position was much appreciated by both 
visitors and Convention regis- 
trants. The Committee, with 
George Wagner and Howard Cobb as 
Chairman and Co-Chairman respectively, 
can look back on a well organized affair. 

The Plated Ware Exhibit was again 
placed with the Industrial Finishing Ex- 
position. Half of the Branches in the 
United States participated with unusually 
diversified products illustrating the wide 
range of plating applications. Both 
\.E.S. Third Vice-President William J. 
Neill whose promotional efforts showed 
such excellent results and Newark Branch 
Exhibits Chairman Louis J. Donroe 
whose committee was responsible for the 
excellent arrangements, should be pleased 
with the success of their efforts. 
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ENTERTAINMENT 

The entertainment program began with 
the Open House sponsored by The Inter- 
tational Fellowship Club, Mr. Thomas A. 
Trum}our, Permanent Secretary. Put on 
by the supply houses of the industry, this 
lriendly affair, as always, was much ap- 
preciated by the Convention visitors. The 
same may be said of the International 
Fellowship Club Golf Tournament run by 
Mr. Joseph J. Duffy, Jr. 

The ladies were entertained separately 
by the Convention Committee at tea, by 
Vakite Products, Inc., and by the Inter- 
uation! Fellowship Club. 

The veather was all that could be hoped 
lor, anc surf and sun bathing was generally 
practiced, even by the busy Delegates. 



















CONVENTION BUSINESS 
A Delegate of 10 or more years ago 


ULY. 1948 






ment Chairman, as a witty Master of 


A. E. 8. Convention News 





would hardly recognize the business meet- 
ings held during this Convention. The 
general items of business had been so 
thoroughly prepared by the Executive 
Board and Executive Secretary and each 
proposed action was so well motivated that 
there was little room for disagreement. 
The new Constitution and By-Laws, pub- 
lished in the April issue, was adopted 
unanimously with few changes: half a 
dozen editorial corrections were made by 
the Law Committee, and the Boston 
Branch offered three amendments, which 
were accepted, restoring certain powers 


to the Branches but still leaving the Ex- - 


ecutive Board all required freedom of ac- 
tion. Special acknowledgements should 
be made of the careful work done by the 
Constitution Revision Committee, Messrs. 
A. W. Logozzo, Chairman, F. J. Mac- 
Stoker, F. R. Keller, C. F. Nixon, and 
C. Kelly and its Technical Assistant, Mr. 


Manson Glover, and of the cooperation of 


the Branch committees especially formed 
to collect and formulate the Branch’s 
desires. 

The proposed Budget presented by First 
Vice-President S. S. Johnston was adopted 
without discussion. The Society functions 
call for an expenditure of $35,600.00, and 
the operation of PLATING is estimated to 
balance at $70,300.00. If one adds to this 
about $25,000.00 for Research Committee 
activities, one reaches a total figure of 
over $130,000.00. 

Third Vice-President W. J. Neill on be- 
half of the Executive Board recommended 
that the individual Branches give serious 
consideration to incorporation to protect 
the Branch members. 


New Honorary MEMBERS 

Mr. Frank C. Rushton, who, after 
having served St. Louis Branch as Secre- 
tary-Treasurer, organized the Los Angeles 
Branch on February 4, 1929 and since has 
helped organize the San Francisco, Sydney, 
Melbourne and Adelaide Branches, was 
proposed by the Los Angees Branch 
through its Delegate, Mr. H. Woodward. 

The name of Mr. Andrew W. Garrett was 
proposed by the Boston Branch through 
Mr. Manson Glover. Mr. Garrett founded 
the Boston Branch thirty years ago, and 
was its Secretary until 1946 when he be- 
came its president. He has missed one 
Branch meeting during all these years. 

Both of these men were elected Honor- 
ary Members by acclamation and join the 
illustrious company of fifteen other men 
whose outstanding services have enhanced 
the Society’s welfare. 

Dr. William Blum of the National 
Bureau of Standards, an Honorary Mem- 











ber of the Society, was elected the first 
Honorary Member of the Research Com- 


. Inittee. 


AWARDS 

The Membership Awards to the Branches 
exhibiting the highest percentage gain in 
membership during 1947-1948 was given 
to the Pittsburgh, Rochester and Cincin- 
nati Branches, winners in their respective 
divisions. The awards were beautiful cups 
donated by W. & S. Blackinton Silver 
Company, Meriden, Connecticut. 

The authors of two of the many ex- 
cellent papers given at the Convention 
were presented with the Society’s Paper 
Awards. Dr. Abner Brenner and Mr. 
Seymour Senderoff of the National Bu- 
reau of Standards received the Herminie 
Dorothea Proctor Award of $100.00 for 
their paper, ‘““The Helical Contractometer, 
a New Instrument for the Measurement of 
Stress in Electsodeposits.’’ Messrs. R. H. 
Cahan and C. E. McKinnon of E. I. 
duPont de Nemours & Co. were given the 
Founders Gold Medal for their paper, 
“Diaphragm Tanks to Eliminate Rough- 
ness in Copper Plating.” 

Other awards were given to authors of 
articles in THe Montuiy Review and 
PLatinG during 1947-1948. The Society’s 
Award of $50.00 went to Mr. C. F. Nixon 
of Fisher Body-Ternstedt Division, Gen- 
eral Motors Corporation, and Dr. R. C. 
Olsen of Pacific Lutheran College for their 
article, ‘Notes on Nickel and Chromium 
Plating,” and the A. E.S. Gold Medal to 
Mr. E. J. Roehl of Thomas Steel Company 
for his article, ‘Mechanical Properties of 
Nickel Deposits.”’ 

Two new paper awards were offered for 
presentation next year. A Mechanical 
Finishing Award of $100.00 was generously 
donated by the Lea Manufacturing Com- 
pany of Waterbury, Connecticut, Mr. 
R. S. Leather, President, and a Chromium 
Plating award of $50.00 by Nutmeg 
Chrome Corporation, Hartford, Con- 
necticut, Mr. A. W. Logozzo, President, 
for the best papers or articles in the re- 
spective fields. 

The three Branch Exhibit Awards were 
given to the Columbus, Twin City, and 
Buffalo Branches. They consisted of 
$150.00, $75.00, and $50.00 respectively 
and certificates. An individual award of 
$50.00 and certificate was given to Mr. 
Harold Narcus, Electrochemical Indus- 
tries, Leominster, Massachusetts. These 
prizes were donated by the Newark 
Branch. 

The awards were presented at the 
Banquet with appropriate ceremonies. 


(To be continued) 




















A MODERN 


paar 


Designed to provide adequate filtration on large automatic plating 








machines. Arrangement consists of filter, pumping unit, primer: 
strainer unit, mixing tank, control valves, fittings and piping. 
These features facilitate the convenient use of filter aids and puri- 
fying agents, making it an ideal continuous filtration system, 
equally effective for intermittent filtering. Systems are provided 
for either acid or alkaline solutions in sizes with up to 550 sq. ft. 
of filtration area. 


INDUSTRIAL filters equipped with AIR WASH CLEAN- 
ING FEATURE have been in operation for months without re: 


moving the cover. It is only necessary to remove the cover wher 





Top view of Filter Unit, illus- 
trating arrangement of filter 


baffles as they are locked in the new filter cloths are installed or for periodical inspection. 
chamber. View .also shows pre- 

coat of filter aid as it is de- This time and labor saving method can only be used with our 
posited uniformly on the surface 

of the filter cloth. closed type vertical filters. 


INDUSTRIAL FILTER & PUMP MFG CO. 


1621-39 WEST CARROLL AVENUE CHICAGO12, ILLINOIS 
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AVAILABLE BRANCH SPEAKERS 1948-1949 


Complete list on pages 754-757 


THE TASK OF compiling a list of available speak- 
ers for Branch educational functions is formidable. 
It is hoped, therefore, that the Branches make good 
use of it. The subjects offered embrace practically 
every phase of metal finishing, and capable speakers 
assure an able presentation of up-to-the-minute infor- 
mation. With early publication the members can 
determine what they wish to hear during the coming 
season and so instruct the librarian, who in turn can 
arrange, well in advance, the entire year’s program. 

The response to the invitation to appear on the 
speakers’ list was eager and generous. The Branches 
have established a reputation for courteous reception 
of speakers which, in combination with good turnouts 
and lively discussions, has resulted in greater response 
from potential speakers than ever before. 

Almost without exception, companies, in agreeing to 
furnish speakers, have asked that the Branches give 
notice reasonably far in advance. The men listed have 
definite responsibilities to their companies which can 
be put aside only when ample notice is provided. In 
addition, this makes it possible for the speaker to 
plan other work in the branch territory. 

Most of the members of the Executive Board are 
not listed for talks on plating topics. There is some 
feeling that when an A. E. S. Officer makes a Branch 
visita‘ion, members prefer to hear about the Society’s 
organization, board actions, etc., and to have the 
Opportunity to ask questions or air grievances. Such 
a prozram can easily consume a meeting night and 
prove a benefit to the individual members, the Branch 
and the Society. While it is the policy of the Execu- 
tive sioard to have each Branch visited by at least 
one ©: its members during the year, it is sometimes 
diffic't of accomplishment. All the board members 
hold »-sponsible positions which they cannot leave at 
will t- visit a distant Branch. However, when a spe- 
cific :.vitation is extended to an A. E.S. Officer, he 
Will » ake every effort to come. 


JULY, 1948 


Within itself, the Society has a source of speakers 
without equal: the Research Committee and its organi- 
zation. ‘This is an unique research group in many 
ways. Its attack on the various projects is a model 
of efficiency, and the researches are prosecuted with 
skill and dispatch. Many Branches have adopted a 
policy of reserving at least one meeting each year for 
a speaker connected with the research program. Such 
a policy has a twofold benefit: it brings direct to the 
Branch the results of ifs own researches and it lets the 
Research Committee know that the members of the 
Society appreciate its efforts. 

In the June issue of PLATING is charted the entire 
organization and personnel of the research organiza- 
tion. Preliminary arrangements for obtaining a 
speaker from the research personnel should be made 
with the Committee Chairman, Dr. Louis Weisberg, 
71 W. 45th Street, New York City. Unless a definite 
speaker is requested, he can recommend the best quali- 
fied person to present the subject or material desired. 
Many of these persons do not have industrial backing 
to cover expenses of a Branch visit and should be re- 
imbursed for such expense. Determine early your 
choice of speaker or project to be covered and make 
your appointments well in advance. Help your re- 
search program and it will help you. 


Undoubtedly there have been some companies and 
individuals to whom invitation has not been extended 
to join the array of speakers. This has not been de- 
liberate but an oversight, and an apology is hereby 
offered. If they will accept the apology and submit 
details for inclusion in the list, the information will 
be published in a supplementary listing. The Educa- 
tional Chairman, for the membership, wishes to thank 
the listed companies and individuals for their fine and 
generous cooperation. 


S. S. JoHNSTON, 
Educational Chairman. 
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ALLIED RESEARCH PRODUCTS, 
INC. (c)* 
4004 E. Monument St., Baltimore 5, Md. 
—Middle Atlantic and Midwest 

Contact H. C. Irvin, Manager 
Subject: 
Tridite 


ALUMINUM CO. OF AMERICA (c) 
New Kensington, Pa.—Middle Atlantic 
and Midwest 

Contact R. VANDEN BercG, Finishes 
Development Section, Jobbing Division 
Subject: 
Finishes for Aluminum Alloys 


AMERICAN CHEMICAL PAINT CO. 
Ambler, Pa.—(c) East and (partial b)t 
Midwest 
AutFRrED Douty, Chief Chemist 
Subject: 
Pickling Inhibitors: 
JosEPH Mazia 
Subjects: 
Cleaning of Zine Base Die Castings 
Treatment of Zine Base Die Castings Pre- 
paratory to Painting 
F. P. Spruance, Jr. 
Subject: 
Alodizing Aluminum 


AMERICAN CYANAMID CO. (c) 
Ion Exchange Products Department, 30 
Rockefeller Plaza, New York 20, N. Y.— 
East and Midwest 
M. C. WELKER, Sales Supervisor 
Subject: 
Recent Developments in the Use of Ion Ex- 
change Resins in the Plating Room 


AMERICAN ELECTROPLATERS’ 
SOCIETY (c) 
P. O. Box 168, Jenkintown, Pa.—East 
and Midwest 
ALLAN Ray Putnam, Advertising Man- 
ager 
Subject: 
Plating—The Official Organ of the Ameri- 
can Electroplaters’ Society 


AMERICAN ELECTROPLATERS’ 
SOCIETY 
Research Committee 

Dr. Louts WEISBERG, Chairman, 71 W. 
45th Street, New York 19, N. Y. 
The entire personnel of the research 
organization is listed in the June issue of 
Pxiatinc. Contact Dr. Weisberg for 
speaker desired. 


BART-MESSING CORPORATION (c) 
45 Morgan Ave., Brooklyn 6, N. Y.—Any 
Branch 

E. R. RepLHAMMER, Chief Engineer 
Subject: 
Power Rectification for Plating 

Epwin C. RInKER 
Subjects: 
Plating of Precious Metals 
Formulation and Use of Cleaners 


BENJAMIN S. FLuG 

Subjects: 

Bright Nickel Plating 

Plant Design and Layout for Manual, Semi- 
automatic and Full-automatic Plating 


BEHR-MANNING CORP. (c) 
Troy, N. Y.—Any Branch 
Contact H. J. Siprorp, Manager, Sales 
Promotion Division 
Subject: 
Coated Abrasives and Their Applications 


BETHELEM STEEL COMPANY (c) 
Bethlehem, Pa.—East and Midwest 


Contact S. H. Yorks, Publications 
Department 
Selected subjects 
L. C. BORCHERT (b) 
Chicago Bumper Division, Houdaille- 


Hershey Corporation, 1455 W. 38th St., 

Chicago 9, Ill—Midwest 

Subject: 

Copper, Nickel and Chromium Plating 
with Special Consideration to Plate Dis- 
tribution, Testing of Deposits, Anode 
Studies, elc. 


BROWN INSTRUMENT CO. (c) 

Philadelphia 44, Pa——Any Branch 
Contact R. R. West, Manager, Equip- 

ment Manufacturers Division 

Subject: 

Temperature Control in Plating Operations 


DARCO CORPORATION (c) 
60 E. 42nd St., New York 17, N. Y.— 
East and Midwest 
W. A. Hexpic, Chemical Engineer 
Subject: 
Purification of Electroplating Solutions by 
Filtration and Activated Carbon Treat- 
ment 


DIVINE BROTHERS COMPANY (c) 
200 Seward Ave., Utica 1, N. Y. 

Contact WiLu1AM C. Beppog, Advertis- 
ing Manager 
Subject: 
Polishing and Buffing Wheels 


THE DORR COMPANY (c) 
570 Lexington Ave., New York 22, N. Y. 
—Any Branch 
Contact ANTHONY ANABLE, Director of 
Public Relations 
Subject: 
De-Ionized Water for Electroplating 
Other selected subjects 


THE DURIRON COMPANY (c) 
P. O. Box 1019, Dayton 1, Ohio—Any 
Branch 
WaLTER Luce, Metallurgical and 
Chemical Engineer 
Subject: 
Alloys for Handling Corrosive Plating 
Solutions 


ENTHONE, INC. (c) 

442 Elm St., New Haven 2, Conn. 
Dr. Water R. Meyer, President— 

East and Midwest—Subjects 1-4 
Husert M. Gotpman, Chemical Eng. 

neer—East and Midwest—Subjects 1-2 

Subjects: 

1. Plating Upon Aluminum 

2. Preparation of Metals for Eleciroplatiry 

3. Cleaning and Blackening of Metals 

4. Coloring and Blackening of Metals 


FORMAX MFG. CORP. (c) 
12934 Evergreen, Detroit 23, Mich—Aj 
localities 
H. J. McAteer, President 
E. W. McAteer, Vice-President 
Subject: 
Practical Facts About Polishing and Buj 
ing Compounds and Wheels 


GENERAL ELECTRIC CO. (c) 

Rectifier Division, 1285 Boston Aye 

Bridgeport 2, Conn.—Any Branch 
Contact I. A. Ler, Sales Manager 

Subject: 

Rectifiers 


GENERAL MOTORS CORP. (c) 
Research Laboratories Division, P. ( 
Box 188, North End Station, Detroit ! 
Mich.—Any Branch 

W. M. Puiurrs, Head, Electro-Chen 
istry Department 

F. L. Cuirton, Assistant Head, Ele 
tro-Chemistry Department 
Subject to be selected 


GRAHAM, CROWLEY AND ASS 
CIATES (b)—¥ and (c) % 
471 York Road, Jenkintown, Pa.—E« 
of Mississippi River 

Dr. A. KENNETH GRAHAM, President 
Subjects: 
Electroplating Copper-Zince Alloys 
Electroplating Noble Metal Alloys 
Stress in Electrodeposits 


W. GREEN ELECTRIC CO. (c) 
130 Cedar St., New York 6, N. Y.—Ea 
Middle Atlantic and North Central 

L. W. Renken, Chief Engineer 
Subject: 
Rectifier Equipment for Electroplating 


FREDERICK GUMM CHEMICAL 
CO., INC. (c) 
538-542 Forest St., Kearny, N. J.—Ne 
England and Middle Atlantic 

A. S. Konuer, Chief Chemist 
Subjects: 
Barrel Deburring and Burnishing 
Cleaning of Wrought Aluminum 


HANSON-VAN WINKLE-MUNNING 
CO. (c) 
Matawan, ‘N. J.—East and Midwest 
Myron B. Dieern, Subject 1 
Paut J. La Lonpe, Subject 1, East # 





7(b) Expenses paid by Branch 
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*(c) Expenses paid by Company 
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9, Midwest 

Auten T. Baupwin, Subject 3 

Marrvic J. Mott, Subject 4 

D. GarDNER FouLkE, Subjects 1 and 5 
1920 Carroll Ave., Chicago 12, IIl. 

RaymMonb F. Leprorp, Subject 1, Mid- 
west and 3, East and Midwest 
Curtis Building, 2842 W. Grand Blvd., 
Detroit 2, Mich. 

Bernarp C. Case, Subject 1, Midwest 
West Coast Branches by special arrange- 
ment 
Subjects (by type): 

1. Plating and Electrochemical 

2, Elecirotyping and Stereotyping 

3. Hol Galvanizing and Hot Tinning 

4, Aulomatic Electroplating Equipment 
(with moving pictures ) 

5. Magnesium Anodizing 


HARSHAW CHEMICAL CO. (c) 
1945 Kk. 97th St., Cleveland 6, Ohio— 
Middle Atlantic and Midwest 

Dr. M. M. Beckwitu, Manager of 
Technical Sales—Electroplating 

A. H. Du Ross, Technical Service— 
Electroplating 
Subject to be selected 


k. 0. HULL & COMPANY, INC. (c) 
1279 W. 3rd St., Cleveland 13, Ohio— 
East and Midwest 
R. O. Hutu, President 
Jack WinTERS, Research Chemist 
Epwarp Witps, Technical Representa- 
tive 
Selected subjects 


ILLINOIS WATER TREATMENT 
CO. (c) 
Rockford, Ill.—Midwest 
W.S. Morrison, Vice-President 
F. H. KAHLER, Sales Manager 
L. B. Porter, Director of Research 
Subject: 
Demineralized Water for the Plating In- 
dustry 


INDUSTRIAL FILTER AND PUMP 
MFG. CO. (c) 
162!-1639 W. Carroll Ave., Chicago 12, 
Ill. East of Mississippi River 
H roup W. Faint, 2034 Lakeway Ave., 
Kalamazoo 28, Mich. 
Subject: 
Fillration of Plating Solutions (with or 
without demonstration ) 


INDUSTRIAL LINING ENGINEERS, 

INC. (c) 

Sewickley, Pa.—East of Mississippi River 
lh. ENNETH TatTor, President 

Subiects: 

Con/rol of Corrosion in the Plating Room 

The Application of Plastics to Plating 


IN! ERCHEMICAL CORP. (c) 
Finishes Division, 57 State St., Newark 1, 
N. J.—Middle Atlantic, Midwest and 
West Coast 


JULY, 1948 


Contact E. D. Horcan, Manager of 
Sales Promotion 
Subject: 
Organic Finishing 


INTERNATIONAL NICKEL CO. (c) 
67 Wall St., New York 5, N. Y.—East and 
Midwest 
W. H. Prine 
Subject: 
Industrial Nickel Plating 
C. H. SAMPLE 
Subjects: 
Specifications and Tests for Electrode- 
posited Coatings 
Corrosion Behavior and Protective Value of 
Electrodeposited Coatings 


LASALCO, INC. (c) 
2820-2830 La Salle St., St. Louis 4, Mo. 
B. G. Daw, President—East, Middle 
Atlantic, Midwest and West; (b) Far West 
H. J. Srruckuorr, Vice-President— 
East, Middle Atlantic, Midwest 
A. J. Brianauy, Sales Engineer—East, 
Middle Atlantic, Midwest 
Subject: 
Mechanical Plating and Tumbling 


LEA MANUFACTURING CO. (c) 
16 Cherry Ave., Waterbury 86, Conn. 
RicHarp P. Crane, Vice-President— 
East, Middle Atlantic and Midwest 
Subject: 
Surface Finishing 
Dr. Henry L. Kewiner, Technical 
Director—East and Middle Atlantic 
Subject: 
Polishing and Buffing 
Exttswortn T. Canbeeg, Director of 
Research—East 
Subject: 
Metal Finishing Research 
Wes .ey L. CasseEtx, Field Engineer— 
East 
Subject: 
Developments in Plating Equipment 


LUPOMATIC INDUSTRIES, INC. 

4510 Bullard Ave., New York 66, N. Y.— 

East (c) and Midwest (partial b) 
LAVERNE VERzIER, Director of Devel- 

opment 

Subject: 

Lustrous Finishes by Tumbling Methods 


DR. F. C. MATHERS (b) 
Department of Chemistry, Indiana Uni- 
versity, Bloomington, Ind.—East and 
Midwest 
Subjects: 
Effect of Small Quantities of Material in 
Chemical Production 
Accidental Discoveries 
Stripping of Copper from Base Metals 
The Rarer Elements 
Effect of Addition Agents in the Electro- 
deposition of Various Metals 
oar | 


MINE SAFETY APPLIANCES CO. (c) 


Braddock, Thomas and Meade Sts., Pitts- 
burgh 8, Pa.—Any Branch 


312 Ivy St., N. E., Atlanta 3, Ga. 
F. A. Kine, Manager 
412 Water St., Baltimore 2, Md. 
C. R. Dever, Manager 
310 Copley Square Building, 30 Hunting- 
ton Ave., Boston 16, Mass. 
J. J. Dever, Manager 
1718 Main St., Buffalo 8, N. Y. 
W. G. KuLesz, Manager 
4349 W. Armitage Ave., Chicago 30, Til. 
GerorGE KNoLi, Manager 
10016 Carnegie Ave., Cleveland 6, Ohio 
J. W. McCrackin, Manager 


8926 Second Blvd., Detroit 2, Mich. 
H. N. Gruper, Manager 

82 Fulton St., New York, N. Y. 
H. J. SeGRavE, Manager 

325 Wall St., Los Angeles 13, Calif. 
J.S. Moore, Manager 

1105 N. Water St., Milwaukee 2, Wis. 
F. G. Grasau, Manager 

30 Fulton St., Newark 2, N. J. 
E. M. McCoot, Manager 

5564 Baltimore Ave., Philadelphia 43, Pa. 
E. C. Brarnerp, Manager 

918 F St., N. W., Washington 4, D. C. 
W. T. Corer, Jr., Manager 

556 N. Skinker Blvd., St. Louis 5, Mo. 
R. V. Firzpatrick, Manager 


Subjects: 

Health and Safety Hazards in Plating 
Operations (includes demonstration of 
personal protective equipment) 

The Air We Breathe (26-minute, 16-mm 
sound movie with a short talk) 


MINNESOTA MINING AND MANU- 
FACTURING CO. (c) 
900 Fauquier Ave., St. Paul 6, Minn.— 
Any Branch 
New Methods Sales Engineers 
367 Grove St., St. Paul, Minn. 
E. L. GoTrHrER 
900 Fauquier Ave., St. Paul 6, Minn. 
S. L. JoHNSON 
1500 South Western Ave., Chicago 8, II. 
R. K. GrinDEN 
H. J. Hamm 
911 Plaza Bldg., Pittsburgh 19, Pa. 
R. G. Hatt 
401 N. Broad St., Philadelphia 8, Pa. 
O. L. PEDERSEN 
Sleeper St., Boston 10, Mass. 
D. G. SuTLiFF 
155 Ave. of the Americas, New York 
13, N.Y. 
L. S. STERNAL 
6411 Randolph St., Los Angeles 22, Calif. 
J. M. PirsLapo 
411 Piquette Ave., Detroit 2, Mich. 
FRANK ZOCCOLA 
Room 711, c/o Central Terminal Building, 
710 N. 12th St., St. Louis 1, Mo. 
T. R. Lanois 
Subject: 
Use and Application of Coated Abrasives 
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MILTON NADEL (b) 
41-15 Fiftieth Ave., Long Island City 4, 


~ S 

Supervisor of Metal Finishing, Consoli- 
dated Razor Blade Corp., Jersey 
City, N. J. 

Subject: 


Surface Finishing of Aluminum and Its 
Alloys 


NATIONAL BUREAU OF STAND- 

ARDS (b) and partial (c) under special 

conditions 

Washington 25, D.C.—East and Midwest 
Dr. ABNER BRENNER 

Subjects: 

Deposition of Tungsten Alloys 

Electroless Plating of Nickel and Cobalt 


Physical Properties of Electrodeposited 
Nickel 
SEyYMouR SENDEROFF 

Subject: 


Stress in Electrodeposits 
EuGENIA KELLOGG 
Subject: 
Magne-gage for Composite Copper-Nickel 
Coatings on Steel 
Dr. VERNON A. LAMB 
Subject: 
Control of Trivalent Chromium in Chromic 
Acid Baths 
NATIONAL 
TORIES (c) 
Beckman Instruments Division, 
Pasadena, Calif—Any Branch 
Dr. A. O. Beckman, Director 
T. F. Herrine, Sales Manager 
R. W. Mouton 
141 Englewood, Brookline 46, Mass. 
New England and New York 
E. C. Bowen 


8505 Hazelwood Drive, Bethesda 14, Md. 
—South East, including Pennsylvania and 
Ohio 
Dr. Etpen D. HALLER ' 
9S. Clinton St., Chicago 6, Ill—Midwest 
GEorRGE R. KINcAID 
National Technical Laboratories, South 
Pasadena, Calif.—Pacific Coast 
W. W. BLaLock 
Subjects: 
PH and Its Control in Plating Operations 
Determination of Impurities in Plating 
Solutions by Use of the Beckman Quartz 
Spectrophotometer 


NORTON COMPANY (c) 


TECHNICAL LABORA- 


South 





Worcester 6, Mass.—Any Branch 
Contact Technical Service Section 
Subject: 


Polishing with Abrasives and related sub- 
jects 
NUTMEG CHROME CORPORATION 
79 Chapel St., Hartford 3, Conn.—New 
England (c), Middle Atlantic and Mid- 
west (partial b) 
A. W. Locozzo, President 
Subjects: 
Bright Nickel and Decorative Chrome 
Hard Chrome Problems 
OAKITE PRODUCTS, INC. (c) 
22 Thames St., New York 6, N. Y. 
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Contact Dr. Donatp Price, Technical 
Director 
Selected subjects concerning: 
Industrial and Chemical Cleaning 
Surface Treatments 
Preparing Surfaces for Finishes 


ONEIDA, LTD. (c) 
Works Laboratory, Oneida, N. Y.—New 
York State and New England 
Dante. Gray, Chief Chemist 
Subject: 
Electropolishing of Silver 


OSBORN MANUFACTURING CO. (c) 
5401 Hamilton Ave., Cleveland 14, Ohio 
—KEast, Midwest and, by special arrange- 
ment, West Coast 
F. T. Turner, Assistant Sales Manager 
A. J. CHANDLER, Sales Engineer 
C. W. Newman, Sales Engineer 
Subject: 
Brush Method of Surface Finishing—De- 
velopment of New Techniques in Brush 
Applications 


PARKER RUST PROOF CO. (c) 
2177 E. Milwaukee Ave., Detroit 11, 
Mich.—East and Midwest 
F. J. De Wirt, General Sales Manager 
M. B. Roosa, Assistant General Sales 
Manager 
Dr. R. C. Grsson, Technical Director 
Subjects: 
Preparation of Metals Prior to Painting 
Corrosion Preventive Phosphate Coatings 
Phosphate Coating of Bearing Surfaces to 
Retard Wear 
Bonderizing of Metals to Facilitate Drawing 
Bonderizing of Aluminum To Increase 
Paint Adhesion 


WALTER L. PINNER (b) 

9120 Roselawn Ave., Detroit 4, Mich.— 
East and Midwest 

Manager of Research, Houdaille-Hershey 


Corporation 
Subject: 
Copper, Nickel and Chromium Plating 


with Special Consideration to Plate Dis- 
tribution, Testing of Deposits, Anode 
Studies, etc. 


POOR & COMPANY, (c) 
Promat Division, 851 S. Market St., 
Waukegan, Ill.—East of the Mississippi 
River 
A. E. Cuester, Director of Research 
Bruno LEoNELLI, Detroit District 
Manager 
Subject: 
Modern Practices and Probable Trends in 
the Deposition of Cadmium and Zine 


PROCESS EQUIPMENT CORP. (c) 
307 N. Michigan Ave., Chicago 1, Ill.— 
Any Branch 
P. B. Carrer, Jr., Chemical Engineer 
2424 Enterprise St., Los Angeles 21, Calif. 
Jack F. BEALL 
Subjects: 
De-Ionization of Water for Plating 
Disposal and Recovery of Plating Room 
Water and Solutions 


FOSTER D. SNELL, INC. (c) 
29 W. 15th St., New York 11, N. Y~ 
East and Middle Atlantic 
Dr. Foster DEE SNELL, Preside: | 
Subject: 
Detergency and Surface Activity (wit' lan- 
tern slides) 


SPARKLER MFG. CO. (c) 
Mundelein, [ll—East and Midwest 
A. C. KRACKLAUER 
W. J. KRACKLAUER 
K. L. Carr 
Subject: 
Filtration Problems in the Electrop/ating 
Industry 


STANDARD PLATING RACK CoO. (c) 
1913-1925 N. Paulina St., Chicago 22, 
Ill.—East of Mississippi River 

FRANK K. Savace, Vice-President 
Subjects: 
Plating Racks 
Electroforming 
Wage Incentives 
Plating Room Management 


STANDARD STEEL SPRING CO. (c) 
Coraopolis, Pa.—East, Middle Atlantic 
and North Central 

G. B. Bowman, Chief Chemist 
Selected subjects 


STURGIS PRODUCTS CO. (c) 

203 Jacob St., Sturgis, Mich.—Midwest 
C. H. Caste, Technical Director 

Subject: 

Mechanical Finishing by the Roto-Finish 
Processes 


SULPHUR PRODUCTS CO., INC. (c) 
Greensburg, Pa.—Any Branch 

Wirrep S. McKeon, President 
Subject: 
Stripping Copper—Non-Dangerously 


TECHNIC, INC. (c) 
39 Snow St., Providence 3, R. I.—East 
Frank K. Situ, President 
Dr. Epwarp A. Parker, Technical 
Director 
Subject: 
Contemporary Gold Plating 


THE UDYLITE CORP. (c) 
Detroit 11, Mich.—East and Midwest 
Wituram Jackson, Engineer 
Subject: 
Barrel Plating 
Joun Davis, Chief Engineer 
Subject: 
Automatic Plating Equipment 
Gust Kentra, Engineer 
Subject: 
Plating Room Layout 
Dr. R. B. SALTONSTALL, 
Director 
General electroplating topics 


Technic: | 


UNITED-CARR FASTENER 
CORP. (b) 
Cambridge 42, Mass.—New England 
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_LEo? ..RD A. CHEswortH, Chief Chemist 
Subjec 

Barrel . inishing 

UNIT! D CHROMIUM, INC. (c) 

Any |! -anch—Contact speaker nearest 


branch ocation 
Water! ry 90, Conn.—East 
! Dr. ». DuBPERNELL, Subjects 1, 7 


M. S1acat, Subjects 1-5 
mS .UNT, Subject 5 
51 E. ‘2nd St., New York 17, N. Y.— 
East 

H. \: ALsTEDT, Subjects 1-5 

R. k. Gurr1e, Subjects 2-5 

F. FuLFortTH, Subjects 4, 5 

E. \. Riorre, Subjects 4, 5 
Carteret, N. J.—East 

D. i. Harrman, Subject 6—East and 
Midwest 

D. MESERVE, Subject 6 

F. L. Scott, Subject 6 
2751 E. Jefferson Ave., Detroit 7, Mich.— 
Midwest 

W. S. Crpuxskis, Subjects 1, 2 

R. H. Duptey, Subjects 1, 2, 4, 5 

C. H. Etpripge, Subjects 2, 4, 5 

J. J. HANNEY, Subjects 2, 5 

L. M. Weiss, Subject 2 

Dr. J. E. Stareck, Subjects 3, 4 

A. M. Linn, Subject 3 

C. G. Mier, Subject 4 
208 S. La Salle St., Chicago 4, Ill—Mid- 
west 

E. M. Reitz, Subjects 1, 4, 5 

C. W. Carter, Subjects 1, 2, 4-6 
505 Commercial Building, Dayton 2, Ohio 
—Midwest 

L. A. CrITCHFIELD, Subjects 2, 4-6 

E. W. ReuME, Subjects 2, 6 
4536 District Blvd., Los Angeles 11, 
Calif —West 

R. J. Wootey, Subjects 1, 2, 4-6 

J. F. Martin, Subjects 1, 2, 4-6 

D. F. Epwarps, Subjects 1, 2, 4-6 
UNITED CHROMIUM, LTD. 
15 Emily St., Toronto, Canada 

James GuFFIE, Subjects 1, 2, 4-0 
Subjects: 
1. Chromium Plating 
2. Copper Plating from Pyrophosphate 

Baths 
3. Electrocolor and Patternplate 
- Anozine and Dip Conversion Coatings 
for Zine 
. Rack Coatings and Plating Stop-offs 


= 


vr 


§. Organic Finishes and Protective Coatings 
7. Plating Literature 

UNITED STATES STONEWARE 
CO. (¢ 


60 E. 42nd St., New York 17, N. Y.— 
East and Middle Atlantic 
S. A. Lewis 
Subje: ‘ 
Corrosion Resistant Materials in the Elec- 
tropiating Industry 
WALLACE & TIERNAN CO., INC. (c) 
Newark 1, N. J.—East and Middle 
Atlantic 
Jons G. Dosson, Technical Service 
Divisica 


JULY. 1948 


Subject: 
Treatment of Plating Room Waste 


WEIRTON STEEL CO. (c) 

Weirton, W. Va.—East and Midwest 
S. S. Jounston, Technical Director, 

Tin Mill Electrolytic Department 

Subjects: 

High Speed Tin Plating of Wide Strip 
Steel 

Continuous Zine Plating of Wide Strip 
Steel 


WESTERN ELECTRIC CO. (c) 
Hawthorne Station, Chicago 23, Il.— 
East and Midwest 
Contact A. C. Jones, Works Engineer 
of Manufacture 
Dr. R. E. Harr, Dept. 6634, Subject 1 
C. E. Fiscurupp, Dept. 6634, Subject 2 
100 Central Ave., Kearny, N. J.—East 
Contact Mr. H. Rosspacuer, Works 
Engineer of Manufacture 
W. F. Weser, Dept. 8241, Subject 3 
S. E. Barr, Dept. 8241, Subject 4 
W. A. Gricat, Dept. 8241, Subject 5 
Subjects: 
1. Theory and Practice of Electrochemical 
Deposition of Such Metals as Gold, Sil- 
ver, Tin, Zine, Copper, Nickel and 
Chromium 
Current Industrial Plating Methods, 
Particularly by Means of Semi-Auto- 
matic Equipment, Zinc, Nickel and 
Chromium 
3. The Role of Personal Protective Equip- 
ment in the Plating Room 
4. Continuous Tin Plating of Fine Gage 
Phosphor Bronze and Beryllium Copper 
Wire 
5. Rapid Qualitative Determinations for 
Metallic Coatings 


no 


WYANDOTTE CHEMICALS 
CORP. (c) 
Wyandotte, Mich.—East and Midwest 
Dr. Roy E. Heatu, Manager Industrial 
Department 
Evans S. ScumE ine, Assistant Mana- 
ger Industrial Department 
Subject: 
Alkalies in Metal Cleaners 
Dr. L. E. Kuentzer, Head, Physics 
Section 
Subject: 


Application of Physical Methods to Elec- 


troplating Problems (electron microscope, 
X-ray diffraction, etc.) 
LowE.Lt McCoy, Section Head, Indus- 
trial Research Laboratory 
Subject: 
Barrel Finishing 


ZAPON DIVISION (c) 

Atlas Powder Company, North Chicago, 

Ill.— Midwest 
Harris G. Beck, Jr., Technical Di- 

rector 

Subjects: 

The Manufacture and Testing of Indus- 
trial Finishes (includes a 20-minute film 
showing manufacturing procedures in a 
paint plant) 


Electroplating 
MOTORS 
GENERATORS 


in stock 
Reliably Rebuilt 
with our 


1 YEAR GUARANTEE 


6/12 Volts 

1—8000/4000 Ampere, H-V-W 
Synch. M. D. 300 RPM 

2—6000/3000 Ampere, B. & O'C. 
with Chandeysson synch. motor, 
450 RPM 

9—5000/2500 Ampere, B. & O'C. 
with Chandeysson synch. motor, 
450 RPM 

1—5000/2500 Ampere, Columbia, 
690 RPM 

1—2000/1000 Ampere, H-V-\W/, 690 
RPM 


“ee Ampere, H-V-\/, 850 
1—1000/500 Ampere, Chandeysson, 

690 RPM 
Columbia, 


1—1000/500 Ampere, 
1150 RPM 

1—1000/500 Ampere, H-V-W/, 1150 
RPM 


8—125 Ampere Hobart, 6 volts 


12/24 Volts 


1—1000/500 Ampere, H-V-W 
synch. M. D. 900 RPM’ 

1—3000/1500 Ampere, Chandeysson 
Synch. M. D. 400 RPM 


10 V. to 60 V. 


Single Commutator 


1—200Ampere, 11/15 V. Gen. Elec. 
1—180Ampere, 14/18 V. Gen. Elec. 
1—200Ampere, 15 V. Master 
1—1000 Ampere, 15 V. Gen. Elec. 
1—300 Ampere, 15 V Star 
1—800 Ampere, 22/3? V_ Gen. Elec. 
3—1500 Ampere, 20 V. Elec. Prods. 
1—67 Ampere, 24 V. West. 
1—600 Ampere, 24 V. Reliance 
1—200 Ampere, 25 V. Star 
1—1000 Ampere, 25/35 V. Diehl 
1—300 Ampere, 25 V. Star 
1—175 Ampere, 25 V. Cr. Wh. 
1—500 Ampere, 32 V. Columbia 
9—100 Ampere, 30 V. Gen. Elec. 
1—200 Ampere, 30 V. West. 
9—900 Ampere, 32 V. Gen. Elec. 
2—1500 Ampere, 32/40 V. Elec. 
Prods. 
1—1000 Ampere, 33 V. Gen. Elec. 
9—900 Ampere, 42 V. Gen. Elec. 
3—1500 Ampere, 45 V. Century 
1—1500 Ampere, 50 V. Gen. Elec. 
9—800 Ampere, 50 V. Gen. Elec. 
1—400 Ampere, 50 V. Gen. Elec. 
6—1500 Ampere, 50 V. Elec. Prods. 
1—1000 Ampere, 60 V. Gen. Elec. 


L. J. LAND, Inc. 


136 GRAND STREET 
NEW YORK 13, N. Y. 
Established 1910 
CAnal 6-6976 
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For Sale 





Slightly Used BUFFS 


LOOSE AND SEWED 
ANY QUANTITY 
ALL SIZES 


















MICHIGAN BUFF CO., INC. 


3503 GAYLORD AVENUE _ DETROIT 12, MICHIGAN 




















FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 519. 















CLEAN-RITE 







All-Purpose CLEANERS 











ELECTROPLATING AND POLISHING EQUIPMENT 


PLATING RACKS 
BUFFS 
GENERAL SUPPLIES 


PLATING ROOM SERVICE 


Let us help you solve your problems. 
Take advantage of our practical experience. 























TEL. CAPITOL 8800 


4 








FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 520. 
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ADELAIDE BRANCH 

The October meeting featured © pape 
on “Cleaners and Cleaning Compo und iy 
the Electroplating Trade” by Mr. C. J, 
Cocks. 

The Annual Smoke Social was held jn 
November in the British Tube Mills’ 
Social Club Hall. It was a well-organized 
and thoroughly entertaining evening— 
droughtless but not draughtless. 

Following the Christmas vacation, the 
Branch activities were resumed with full 
vigor with the February meeting. Mir. V. 
HawkeEs, Chemist with Wiles Chromiun 
and Electroplating Company, gave an 
excellent paper on “Bright Nickel Plat- 
ing” with special attention to the nickel- 
cobalt-formaldehyde type of bath. It 
aroused a great deal of discussion. 

The March meeting was Problem Night 
when each member found that he was not 
alone in having problems, at least little 
ones. All questions were answered satis- 
factorily, except one about scum formu- 
lation in cadmium cyanide solutions con- 
taining sulfonated castor oil and nickel. 

Mr. B. Day of the Robert Bryce & 
Company, Ltd., was the speaker at the 
April meeting. His subject was “Bright 
Dipping and Coloring of Metals”. A 
greatly appreciated new feature was the 
distribution before the address of copies 
of the formulas referred to, which enabled 
the members to follow the speaker more 
closely. 













C. J. Cocks, Secretary. 





BALTIMORE-WASHINGTON 
BRANCH 

About thirty were present at the meet- 
ing on April 6 in the National Bureau of 
Standards. 

Dr. Cart Zaprre, Consulting Metal- 
lurgist, Baltimore, Md., spoke on “Pic- 
kling and Plating Brittleness”. He pre 
sented a very interesting talk with ur 
usual experimental evidence for hydrogen 
embrittlement in base metals which i 
caused by pickling and plating, and illus 
trated his talk with over sixty slides o/ 
graphs and photomicrographs. Thi data 
are primarily the result of single bend 
tests and fractography. 

GRACE RIDDELL, Secre/ary. 






BALTIMORE-WASHINGTON 
BRANCH 
The Baltimore-Washington Branch me 
on May 4 at the American Hammer 
Piston Ring Company in Baltimore 
About forty were present. 







Miss GENE KeE.tocc, Miss GRAg 





RipDELL, and Dr. ABNER BRENNER, 4 
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of the ational Bureau of Standards, 
shared te program. Miss Kellogg spoke 
on “Measuring Thickness of Composite 
Coating’. Miss Riddell and Dr. Brenner 
accompenied their talk on “Electroless 


Nickel «1d Cobalt Deposition” with some 
very ivcresting demonstrations of the 
new pr ess. 
FreLpiInG OcBurn, Secretary. 
BOSTON BRANCH 
Two applicants were elected to mem- 
bership at the May 6 meeting and one 
new application was turned over to the 
Board of Managers. Manson GLOVER 
reported for the Branch Constitution 


Committee: all work to date had been 
completed and the final results of the 
labors of the Constitution Revision Com- 
mittee printed in the April issue of 
Pratinc. He also reported on the suc- 
cess of the 13th Annual Technical Session 
and Banquet held April 17 in Hotel 
Statler with four hundred and twenty-two 
attending. 

L. V. Gacnon, G. P. Swirt and A. W. 
GARRETT were elected Delegates, and M. 
Grover, L. A. CHeswortH and A. W. 
CotLiNs alternates to the Annual Con- 
vention. W. Larsson, J. SULLIVAN and 
8. BAKER were appointed to the Nomi- 
nating Committee to bring in a slate for 
the Branch election in June. It was voted 
to add the following to the Branch By- 
Laws: The secretary shall be returned 
annually as one of the Delegates to the 
Annual Meeting of the Society and shall 
represent the Branch at all New England, 
New York City and Newark Annual Tech- 
nical Sessions and Banquets with ex- 
penses paid by the Branch. 

Mr. Henry Strow of MacDermid, 
Inc., was then introduced by Librarian 
Glover and discussed “Bright Copper 
Plating”. Mr. Strow, who spoke very 
easily and convincingly, treated both 
acid and cyanide copper solutions. The 
latter were discussed in greater detail as 
to effects of rochelle salts, metal, free 
cyanide, and caustic contents, tempera- 
lure, agitation, equipment and filtration. 
Impurities such as organic matter, car- 
bonate. nickel, lead and zinc were given 
special attention, and methods of control 
and removal were given. Chromium and 
cleaner contamination was treated at 
length as well as wetting agents. A long 
discussion period followed. 

GEorGE P. Swirt, Secretary. 


BRIDGEPORT BRANCH 
Forty-one members and guests at- 
tended the monthly meeting on April 2. 

Ray Gora and F. B. Gorruarnt re- 
ported on the progress being made by 
the Banquet Committee. The Sick Com- 
mittee announced the serious illness of 
Witti.« A. Exnrencrona’s father. He 
died the following day, and the Branch 
*xpressed its sympathy to the family 
with flowers. 


JULY, 1948 


The election for the year 1948-1949 
gave the following results: 

President—Cuar.es 8. TEMPLE 

First Vice-President—CarnL SCHAEFER 


Second Vice-President — ANTHONY J. 
CHENIS 

Secretary-Treasurer—JosEPH A. STER- 
LING 


Librarian—Artuur R. McNEIL 

Sergeant-at-Arms—ANTHONY SALVAGGIO 

Board of Managers—Wiu1aM ‘THoMp- 

SON, WILLIAM FLAHERLY, WILLIAM 
EHRENCRONA, FRED B. GOTTHARDT 
Delegates—AnTHURR. McNE1L,CHARLES 

L. Teme.e, JosepH G. STERLING 
Alternates—JosEpH GANIM, CARL SCHAE-~ 
FER, V. S. CoONSALVO 

The membership changes include three 
elections, one resignation, two suspen- 
sions, and one out-transfer. There was 
one new applicant for membership. 

It was decided to start the meetings 
promptly at 8:00 P. M. and to devote 
normally no more than one-half hour to 
business. 

JosEpH G. STERLING, 
Secretary-Treasurer. 


BRIDGEPORT BRANCH 


The Open Meeting and Educational 
Session on April 16 was held in the 
Pitney-Bowes & Company, Inc., Audi- 
torium, Stamford, Conn., and attended 
by seventy members and guests. 

PresipENt F. B. GortrHarpt called 
upon A. J. CHEnts to preside as Technical 
Chairman. 

Mr. Raven McCanan, E. I. du Pont 
de Nemours & Company, Electrochemical 
Division, spoke about “Trouble Shooting 
on Cyanide Plating Solutions”. (See 
Boston Branch report in May issue.) 
Pictures were shown which illustrated the 
handling of cyanide solutions. The ses- 
sion proved most interesting and pro- 
voked considerable discussion. 

Following a plant visitation to which an 
invitation had been extended by Mr. 
WituraM A. Ross of the host company, 
refreshments were served which deserve 
special mention. 

JosEPH G. STERLING, 
Secretary-Treasurer. 


BUFFALO BRANCH 


The April 9 meeting was highlighted 
by the presence of Mr. Ropert K. Gur- 
FIE of United Chromium, Inc., who spoke 
about “Unichrome Copper”. Mr. Guf- 
fie’s presentation was especially interest- 
ing in view of the many personal experi- 
ences he has had with the Unichrome 
copper bath in the field. 

It is interesting to note that this bath 
was discovered quite by accident by Dr. 
Stareck during his early experiments with 
Electrocolor. The deposit obtained is 
unusually fined grained and extremely 
ductile. Despite the ductility, it is possi- 
ble to get a deposit that is bright and 


does not require buffing. Mr. Guflie was 
frank to admit that though the bath had 
many advantages it was not devoid of 


disadvantages. Those assembled were 
convinced that here is a good competitor 
with the bright cyanide copper baths. 
Jor Rurr, Chairman of the Picnic 
Committee, reported that the Rochester 
Branch was in accord with the idea of 


- holding a joint picnic this summer. It 


was also reported that the plans for a 
special Fall Educational Session are going 
full steam ahead. It was good news to 
hear that SreBERT JoHNSON is on the 
mend again after a serious operation and 
that he will be back soon. 

H. A. Fupeman, Secretary. 


CHICAGO BRANCH 


The April meeting was held at the 
Atlantic Hotel, with ninety-five members 
and guests present. The main item of 
business was the election of officers. The 
candidates recommended by the Nomi- 
nating Committee were elected unani- 
mously. The officers for next year will be: 

President—M. LoNGFIELD 

First Vice-President—P. P. GLaB 

Second Vice-President—J. BoupREAU 

Secretary-Treasurer—J. M. ANDRUS 

Librarian—J. H. MoNAWECK 

Board of Managers—O. T. Towner, C. 

Ke.ty, L. V. Vinn 

The speaker of the evening was Mr. A. 
J. CHANDLER of the Osborn Manufactur- 
ing Corporation, who delivered a very 
good talk on the use of brushes in the 
metal finishing field. He also had slides 
showing the types of finishes obtained from 
the different brushing operations. 

After the lecture Presipent O. T. 
Towner presented his movies of plating 
operations at the J. P. Seeburg Corpora- 
tion. The pictures were accompanied by 
a complete verbal explanation of opera- 
tion sequences for both polishing and 
buffing. 

With some of many questions in the 
question box provoking discussion, a very 
profitable evening was had by all. 

J. H. Monaweck, Librarian. 


CINCINNATI BRANCH 


The April 28 meeting in the Cincinnati 
Engineers Club began with a dinner at- 
tended by twenty-five persons. After- 
wards, a movie of the Cincinnati Munici- 
pal Master Plan was shown, which proved 
of interest to all. 

The election of officers for the coming 
year gave the following results: 

President—Wi.u1AM P. ALBOHN 

Vice-President—Puit S. BLickENs- 

DERFER 

Librarian—F rev G. BRUNE 

Secretary—H. Roper Davis 

Treasurer—CHARLES T. NuzuM 

The speaker of the evening was Dr. 
M. M. Beckxwirtu of Harshaw Chemical 
Company, who gave a very interesting 
and engaging talk to the thirty-seven 


759 











members and visitors present on the sub- 
ject, “Copper Fluoborate Plating’. The 
high current densities and corresponding 
high deposition rates which this type 
bath allows coupled with the fine-grained 
deposits obtained produced a lively in- 
terest in the audience and brought out 
many searching questions. 
H. R. Davis, Secretary. 


DAYTON BRANCH 
The Delegates to the 1948 National 
Convention elected at the April 9 meet- 
ing are: L. A. Critcuriecp, A. J. KLEIN, 
and D. H. Hurr. W. G. CrypERMAN, W. 
Mo.uineE and F. Baucu were elected alter- 


nates. 
We were honored with a visit by 
A.E.S. Turrp Vice-PresipENtT WIL- 


LIAM J. Neri who discussed the Society’s 
activities, functions and aims and invited 
comments to aid the Executive Board in 
fulfilling the desires of the members. His 
remarks were particularly timely because 
of the coming Convention. 

As announced at the Third Annual Ed- 
ucational Session, the Columbus Branch 
was named winner of the Dayton Award 
which is made annually to the Branch 
having the best attendance record at 
ecucational sessions. Columbus, Dayton, 
Cincinnati and Indianapolis are the eligi- 
ble Branches. Mr. Neill, who is a mem- 
ber of the Dayton Branch now, received 
this award for his Branch. 

A large number of Dayton Branch 
members and friends took advantage of 
the hospitality of Frigidaire Plant No. 2 
at Moraine on April 30 and made a tour 
of this modern factory which, it was 
learned, makes not only the Frigidaire 
refrigerators, but also many other house- 
hold appliances. This tour proved in- 
structive to all attending, and we wish 
to thank the Frigidaire personnel who 
received us so kindly for their hospitality. 

E. W. Reume, Sceretary-Treasurer. 


DETROIT BRANCH 


Approximately one hundred and sey- 
enty-five members and guests attended 
the April meeting at which fourteen appli- 
cants were elected to membership. 

The motion picture for the evening, 
Michigan Trout Fishing, was extremely 
enjoyable. 

Dr. Ricard SattonstaLtt of The 
Udylite Corporation chairmaned the edu- 
cational session at which were presented 
four speakers who discussed various 
shortages in the plating industry. We 
first heard from Mr. Joun Daty of The 
Udylite Corporation, who spoke on 
shortages affecting manufacture of equip- 
ment and covered particularly the steel, 
lead, and copper situations. It was inter- 
esting to note that delivery time has 
decreased markedly within the last year 
on most equipment items. 

Mr. Raven Eastman of the F. B. 
Stevens Company covered the subject of 
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polishing and buffing compound materials, 
the main shortage being fats and greases 
required as lubricants in these com- 
pounds. 

Mr. Bert Lewis of Northwest Chem- 
ical Company treated the subject of 
chemicals employed in cleaners. His 
company still finds it necessary to make 
substitutions of equivalent materials since 
all ingredients are not readily available. 

Mr. Kent Wyatt, Grasselli Chemical 
Department of E. I. du Pont de Nemours 
& Company, very adequately treated the 
subject of chemicals in general. 

Following the educational program the 
results of the recent election of officers 
for 1948-1949 were announced as follows: 

President—CLeEVELAND F. Nixon 

First Vice-President—Epvcar Haun 

Second Vice-President—Rosent L. Rep- 

MOND 
Secretary-Treasurer—F rank L. CLIFTON 





Librarian—F. J. NEwTon 
Board of Managers—JosErH R. Wag. 


NER, Rosert H. Dun ey, H 
E. Heap 
The meet’ng concluded with 
ments. 
R. H. Dubey, Publicity Chai 
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GRAND RAPIDS BRANC I 


Approximately forty member. and 
guests were preseat at the meeting on 
February 13. 

Two short movies were shown prior to 
the business session. 

May 14 dinner meeting will be desig. 
nated as “Found2r’s Day” and al 
Charter Members will be invited to be 
present as guests of the Branch. A com. 
mittee, headed by L. B. Sperry, was 


appointed to work out the details. 
The guest speaker for the evening was 
Prod- 


Mr. E. G. Scoroeper of Electric 










































up to 1000% of normal. 


40-watt cooling fans. 







Wagred 


svorvdans INC 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; 





Cells will handle momentary overload 

Over 4300 

sq. in. effective rectifying area. Three 3 
Two-winding 
transformer. 6v at 1500 amp; 12v at 

750 amp. Write today for our new 
engineering memorandum for full spe- 4 
cifications and operating details. 
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You're Paying the 
Price. .Why Not Have 
Efficient DC Power? 


Wagner-Tiedeman Electroplating Rec- 
tifiers offer you really efficient DC 
power, definite advantages, at low 
all ‘round costs. If you get all the 
following features in your present or 
contemplated power source -— it’s a 
Wagner-Tiedeman installation: 


~ 
~~ 


| FLEXIBILITY — Simple _ installation, 
easily expanded or shifted . . . Quickly 
replaceable without shop tie-up. 


2 INSTALLATION ECONOMY -— Low cost 
unit, stacked or hung conserves floor 
space ... Inexpensive foundations, 
smaller feed lines. 


OPERATING ECONOMY-— Low volt- 
age high amperage Direct Current from 
Alternating Current source at lower 
cost than others. 


MAINTENANCE ECONOMY-— Low ve 
locity fans only moving parts; r quire 
only occasional compressed air «lean: 
ing ... No special service men. 


5 SERVICE ECONOMY —Fans, t-ans- 

formers and stacks serviced wh any- 
one... Everything visible . . . 24-hour. 
factory parts delivery. 
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ucts ( mpany, who discussed “Power for 
the Pi-ting Plant”. He presented a very 
Wac- B fine di-cussion of the latest developments 
RBERT B® in the manufacture of generators accom- 
paniec by slides, and answered many 
‘fresh. questi us at the conclusion of his talk. 
The meeting concluded with our usual 
van. buffei :unch served by the hotel. 
Jacos M. Hace, Secretary. 


and (RAND RAPIDS BRANCH 
1B on The regular monthly meeting on April 
d 9 was attended by approximately seventy 
tor to B® meml. rs and guests. 
Tw: applicants were elected to mem- 


desig- B bership. There was considerable discus- 
1 all @ sion on the subject of the annual contri- 
tobe B bution of $1.00 from each member in sup- 


Com B port of the A. E.S. Research Program. 
> Was It was decided that this contribution be 
continued as part of the annual dues. 
The following members were elected to 
office for the 1948-1949 season: 
President—LyYMAN B. SPERRY 
First Vice-President—StTrePuEN B. Cow- 
DERY 
Second Vice-President — JosepH M. 
HAVILAND 
Secrelary—Jacosp M. Hace 
Treasurer—JAMES H. SEIDEL 
Librarian—Rosert C. MEECH 
Assistant Librarian—F RED G. DARLING 
Board of Managers—F. D. Pace, J. J. 
Hanney, F. W. May 
Following the election of officers, Dr. 
D. T. Ewine, Professor of Physical Chem- 
istry at Michigan State College and Di- 
rector of A. E.S. Research Project No. 5, 
presented a very interesting talk on “Im- 
ave purities in Nickel Plating Solutions and 
== § [heir Removal”. A very lively discussion 
2 followed Dr. Ewing’s presentation. 
The meeting was closed with the usual 
gRec- § buffet luncheon, served by the Hotel 
it DC & Rowe. 
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it’s @ INDIANAPOLIS BRANCH 


At the regular meeting on March 3 
; one applicant was elected to membership. 
vicky Water Brnar and R. HENNESSEY 
>. Were appointed a committee to write an 
veow Bly history of the Branch. It was 
Pog unanimously agreed that the new official 
publication PLatinG is a credit to the 
ais organization and a great improvement 
tfrom = Ver its predecessor. W. CoTHRAN was 
ower Bappoinied Exhibits Chairman to organize 
4 Bran li display at Atlantic City. 
wt Tom Evans and Epwarp Bruck re- 
lean BPorted ‘hat the orchestra for the May 22 
Dinner-Dance had been engaged; M. 










poms Many & told that the ticket sales were 
seal. gong well: H. Primus, Co-Chairman, 


with I}. KeNNEDY on advertising, re- 
ported -ood progress in the sale of pro- 
gram acs, 

A committee was appointed to contact 
Puspencid members and attempt to get 
"em active once more in Branch ac- 
Vities. It is composed of Epwarp 
Bruck, “WV. CorHran, and M. Matvase. 





Another committee consisting of E. 
LunpBErRG, L. WorRELL, and R. Litre 
was appointed to study the conduct of 
our meetings and recommend appro- 
priate steps to improve and streamline 
them. W. GULLESON was appointed a 
committee of one to report on the possi- 
bility of another meeting place. Tom 
Evans, Max MA.vasg, and Hans GERNES 
were appointed to the Nominating Com- 
mittee and will present a slate of officers 
at the April meeting. 

Delegates elected to attend the A. E. S. 
Convention were: Dr. A. M. Max, WaL- 
TER R. Binar, and J. MonaGue, with 
JULIAN SPARKES, QUENTIN O. SHOCKLEY, 
and Caru F. NrEHAuvs as alternates. 

The technical portion of the meeting 
consisted of an interesting discussion of 
“Cleaning Problems” led by Dr. A. M. 
Max, Branch Librarian. 

Cari Nrenaus, Acting Secretary. 


INDIANAPOLIS BRANCH 
The April 7 meeting in Noblitt Sparks 
Cafeteria, Columbus, Ind., was Ladies’ 
Night, attended by seventy persons. 
Following dinner, there* was a_ short 
business session at which the Dinner- 
Dance Committee reported fine progress 
and one applicant was elected to mem- 
bership. 
Officers elected to serve during the 
year 1948-1949 were: 
President—Epwarp Bruck 
First Vice-President— Marvin O. Craw- 
FORD 
Second Vice-President—James J. Mon- 
AGLE 
Secretary-Treasurer—Dr. ABRAHAM M. 
Max 
Librarian—QuEnNTIn O. SHOCKLEY 
Board of Managers—CuEsTER WEEKLY, 
Westey W. Coruran, Lours Wor- 
RELL 
The members and their wives then 
were the guests of the Hamilton Manu- 
facturing Company. A conducted tour 
through the plant showed the metal 
fabricating and finishing operations in the 
making of plated and lacquered kitchen 
and bath stools. 
James J. MonaGie, Secretary-Treasurer. 


LANCASTER BRANCH 
Thirty-two members and guests at- 
tended the regular monthly meeting 
April 9 in THEopDoRE ScHWALM’s shop, 
Lancaster, Pa. One applicant was elected 


to membership and one application was . 


referred to the Board of Managers. 

The following Delegates to the A. E. S. 
Convention were appointed by the Presi- 
dent: Witutram Ktiunk, Leroy Hains 
and J. Ep>warp BEMILLER, with CHESTER 
SmitH and THEODORE SCHWALM as alter- 
nates. It was moved and seconded that 
a year’s membership dues must accom- 
pany each application. 

THEODORE GAuL of Reading, Pa., a 
member of the Lancaster Branch, passed 
away in the latter part of March. 


After the report of the Nominating 
Committee had been presented we were 
entertained with several short movies, 
which were enjoyed by all. The meeting 
ended with lunch and refreshments at 
treat by THEoporE SCHWALM and Crist 
BRUBAKER. 

H. Cray BruBakeEr, Secretary. 


LOS ANGELES BRANCH 


The 18th Annual Educational Session 
and Dinner-Dance in the Los Angeles 
Breakfast Club on March 20 proved to 
be an outstanding success. 

The Educational Session, held during 
the day, was conducted by LirBRaRIAN 
Joun Mitinorn. It featured six out- 
standing speakers. Mr. WALTER PINNER 
of Houdaille-Hershey Corporation, De- 
troit, a Past President of the A.E.S., 
was the first speaker of the morning pro- 
gram. He told of some of the things he 
had experienced and observed on his trip 
to attend the Third International Elec- 
trodeposition Conference in London last 
year. 

Mr. Ricuarp Hutt, R. O. Hull & Com- 
pany, Cleveland, spoke on ‘Problems in 
Chromium Plating and Their Solutions”. 
Mr. Hull covered, among other things, the 
sources of chromic acid and means of 
avoiding them, a particularly pertinent 
subject under present conditions of chro- 
mic acid shortage. 

Mr. Cuaries Russitt, Charter Mem- 
ber of the Los Angeles Branch and one 
of the real old-timers in the plating busi- 
ness in Southern California, told how he 
got started in the plating and polishing 
business back in 1895 when all of the shops 
on the west coast could be counted on less 
than ten fingers. He described some of 
the trade practices and said that at that 
time the man who was the best guesser 
was usually the best plater. 

Mr. C. R. CoppersmitH of the Los 
Angeles Office of the Aluminum Company 
of America was the first speaker on the 
afternoon program. He had for his sub- 
ject, “Finishing and Electroplating of 
Aluminum”. His discussion very capably 
dealt with the zinc immersion process. 

Mr. B. C. Case of the Hanson-Van 
Winkle-Munning Company, Detroit, 
speaking on one phase of “Purification of 
Plating Solutions”, covered very thor- 
oughly the electrolytic removal of lead, 
copper, zinc and iron from nickel solutions 
by dummying at low current densities. 

Mr. B. G. Daw, of Lasaleo, Inc., St. 
Louis, the final speaker, talked about 
“Barrel Plating and Burnishing” and 
showed motion pictures of the action of 
parts in a rotating barrel. His discussion 
of current trends of thinking on barrel 
finishing was particularly interesting. 

Luncheon was served at noon and 
there was a drawing for prizes useful to 
the trade. Over one hundred and seventy- 
five persons registered for the Educational 
Sessions. 
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The Dinner-Dance started at 7:30 
P. M. and broke up some time after mid- 
night. Besides a most excellent dinner 
the principal features were the Mexican 
Serenaders during the dinner, Len Castle 
and his Musical Knights, who provided 
the dance music, favors for all the ladies 
made possible through the cooperation of 
local plating shops and supply houses, 
and thirty door prizes, including three 
radios, and, inadvertently, the top of the 
Los Angeles Branch’s Membership Drive 
Trophy. Attendance at the Dinner-Dance 
was three hundred and forty. 

Full credit should be given to CuHarr- 
MAN Earu CorFin and his committee for 
a job well done. 

DEAN WituiaMs, Secretary. 


LOS ANGELES BRANCH 


Largely through the personal effort of 
PrEsIDENT Howarp Woopwarp not less 
than eighteen new members joined the 
Branch at its meeting on April 14 at 
Scully’s which was attended by seventy- 
five persons. 

Earu Corrin, Chairman of the Annual 
Educational Session and Dinner Dance, 
reported and was given a vote of thanks 
for a job well done. R. J. Woo.ey re- 
ported for the Branch Research Commit- 
tee that the Metal Finishers, Association 
had taken out one Sustaining Member- 
ship. The Branch voted to contribute $100 
for a second. Jack RAskIn’s offer of the 
facilities of the L. H. Butcher Company 
for June meeting of the Los Angeles 
Branch was accepted. 

The following were elected for the year 
1948-1949: 

President—F RANK BUNKER 

First Vice-President—ALAN SULZINGER 

Second Vice-President—Joun D. Mit1- 

HORN 

Secretary—GEORGE KENT 

Treasurer—Roy LostuTrer 

Librarian—Ep GEORGE 

Sergeant-at-Arms—GILBERT BisHoP 

Board of Managers—Howarv Woopn- 

WARD, Chairman; D. N. ELprep, and 
Don BEDWELL 
Delegates—Howarv Woopwarp, JOHN 
BEALL and JoHN MILLHORN 
Alternates—R. J. Woo.tky and Jack 
RASKIN 

The branch voted to contribute $100 
to each delegate to help defray expenses. 
Howarp Woopwarp was selected as the 
Branch’s choice to conduct one of the 
Educational Sessions at the Annual Con- 
vention. 

The educational portion of the meeting 
was devoted to “Stump the Experts” 

with Don BEpweE ut of Hall-Mack Com- 
pany, D. N. Exprep of Eldred-Kent Lab- 
oratories, SipNEY Hitx of Hill Electric 
Company, EmMmMetre Hotman of Turco 
Products Company, and CHarLes Rus- 
SELL and JoE SUNDERHAUS, both retired, 
functioning as the board of experts. They 
handled the fifteen or twenty puzzlers 
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tossed to them quite ably, though sev- 
eral lively discussions déveloped concern- 
ing the best general procedure for refin- 
ishing pewterware and Britannia metal 
and the most efficient, economical anode 
for hard chromium plating. The meeting 
kept going almost until midnight. 
DEAN WIiLuiAMs, Secretary. 


LOUISVILLE BRANCH 

The second regular meeting of the 
Louisville Branch was held on April 21, 
when members and guests gathered to 
hear Mr. E. N. Sampson of the General 
Electric Company present a color movie 
showing in detail the steps in the manu- 
facture of copper oxide rectifiers. Inter- 
esting side lights wefe brought out to 
illustrate the applications of copper oxide 
rectifiers, and a long discussion ensued 
relative to the merits of motor generators, 
copper oxide rectifiers, and copper sulfide 
rectifiers. 

The Branch is grateful to Mr. Sampson, 
his associates, Messrs. Soper and LEE, 
and to the General Electric Company for 
bringing to the Louisville platers, for the 
first time, direct and authoritative infor- 
mation about this important type of 
equipment. 

S. J. Beyer, Secretary. 


MELBOURNE BRANCH 

At the 3lst Regular Meeting, held on 
March 22, J. J. DALE was unanimously 
appointed Branch Honorary Secretary- 
Treasurer. Most of this meeting was oc- 
cupied in dealing with outstanding busi- 
ness, but time was found for Librarian 
H. A. TEaGuE to conduct a short Ques- 
tion Session to which many of the thirty- 
five members present made useful con- 
tributions. 

On April 19 in the Chamber of Manu- 
factures, our usual meeting place, the 
32nd Regular Meeting was attended by 
forty members and several visitors. A 
feature of the business session was the 
President’s announcement that to date 
this year over eighty food parcels have 
been despatched from this Branch to 
members of the Electrodepositors’ Tech- 
nical Society in Britain. 

Our guest speaker on this occasion was 
Mr. E. Wuite whose address on “Elec- 
trotyping and Electroforming’” proved 
particularly interesting. Mr. White, who 
recently visited both U. K. and U. S. A., 
briefly discussed recent technological ad- 
vances in these fields, but was restricted 
by time to cever only the broader aspects 
of modern electrotyping and electroform- 
ing. Of great interest were his remarks 
concerning the relative merits of mould- 
ing with lead, wax, or synthetic materials 
—the lead requiring no pre-treatment, the 
wax usually being covered first with a 
fine graphite, and plastics being coated 
with a silver “envelope”, prior to copper 
or nickel plating. The barrage of ques- 
tions which greeted Mr. White at the 
conclusion of his talk was indicative of the 


enthusiasm which had been aroused jy 

the audience by his breezy, confideni de- 

livery of informative subject matter. 
M. Carter. 













MONTREAL BRANCH 


Mr. J. REISENBERG gave a talk on 
“The Proper Use of Buffs and Buffing 
Compounds” at the meeting on April 6, 
He covered this subject thoroughly. ex- 
plaining in detail the preparation of the 
various buff materials in use today and 
the importance of buff construction: 
stitching, balance, etc. The advantaze of 
selecting the right buff and compound for 
a specific job, the manner in which com- 
pound is wasted in the buffing room, and 
the applications for the greaseless com- 
pounds developed by Robert S. Leather 
of Waterbury were given special attention. 

One new member was elected, and two 
applications were accepted. The Branch 
voted in avor of supporting the proposed 
amendment by Newark Branch and to 
send exhibits to the Convention. Twenty 
members were present. 

WituraM Gover, Secretary. 



























NEWARK BRANCH 


On April 2, seventy members and 
guests assembled at the Robert Treat 
Hotel, Newark, N. J., to hear Mr. Henry 
Strow, Chief Chemist of MacDermid, 
Incorporated, speak on copper plating. 
LipRARIAN ZACHARY IRENAS introduced 
the speaker and conducted the question 
and answer period which followed his 
presentation. 

Mr. Strow reviewed for his listeners the 
solutions in which commercially accepted 
electrodeposits of copper can readily be 
secured, discussing in particular the 
merits of copper cyanide baths to which 
addition agents may be added for the 
purpose of obtaining smoother and 
brighter deposits as well as increasing 
current efficiencies. He pointed out that 
to get the soundest and best appearing 
electrodeposits from these baths the con- 
tents of metallic impurities, such as hexa- 
valent chromium, nickel, zinc, lead, etc., 
must be kept at a minimum.  Purifica- 
tion and continuous filtration are essen- 
tial for a successful operation. Hull Cell 
tests can be employed in controlling the 
solutions. Specimens taken from such 
tests were shown to the audience; they 
depicted the effects of the various com- 
mon impurities when their concentration 
reaches critical values on the character of 
the copper deposit. 

Presipent Howarp Coss appointed 
Rosert SizELove, ALBERT Howr, and 
Louis DonroeE to serve on a nomination 
committee for the Branch election 0 
April 16. Five new members joined the 
Branch, and one suspended member was 
reinstated. 

Reports on the progress of the A. E.S. 
Convention were made by Jonny DE 
Vries, Co-Chairman of Convention Con 
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BIG NEWS! GOOD NEWS! 


bOSeue 


‘MECHROME’ 


Bulk Chromium Plating Process 


SMALL PARTS that have been a wire and rack headache for years can now be 
processed productively and economically by the ““MECHROME?” Process. 
BULK PLATING with chromium has been the source of extensive research 
and experimentation for many years, and until the introduction of the 
“MECHROME?” Process, a bitter disappointment, productively speaking. 

OuR METHOD known to the industry as the “MECHROME” Process, is at 
present being successfully operated 100% efficient on a production basis in 
various plants thru-out the United States. The process is available for full 
automatic, semi-automatic and still tank operation or can be adapted to your 
present chromium set-up. 

No Roya tis, nor any of the red tape so often associated with the rights 
to the use of a process, only a nominal initial cost. 


@eeeeeneeeneeeeeeeeeeeeeeeeeeeeee eer eee eee eeeeeeeee ee eee eees eee 


For operators whose volume does not warrant a bulk mechanical installation, we recommend 


NUCROME- 


THE NEW CHROMIUM plating formula that has been heralded the greatest contribution 
to the plating industry since the advent of chromium plating. 

“NUCROME? is far superior to any heretofore chromium plating bath. The increased 
efficiency, the extraordinary throwing power, the exceptionally large plating range, the 
ease of control, simplicity of analysis and the ability to replate chrome over chrome without 
discoloration have been the determining factors for its popular acceptance by the industry. 


A DEMONSTRATION IN YOUR OWN PLANT WILL CONVINCE YOU 


For particulars contact us at your earliest convenience 


CHROMIUM ENGINEERS, INC. 


Office: 2636 South Michigan Avenue - Chicago 16, Illinois - Telephone Danube 3442 
Plant: 6923 Holmes Avenue - Los Angeles 1, California - Telephone Logan 5-7366 

















JULY, 1948 FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 522. 
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the Industrial Finishing Exposition Com- 


mittee; Paut A. Oxpam, Chairman of 


Program and Entertainment Committee, 
and WiLu1AM Bruuns, Chairman of Pub- 
licity Committee. 

S. S. Frey, Recording Secretary. 


NEWARK BRANCH 
Four new members were received at 
the meeting on April 16, attended by 
fifty-five. One foreign applicant was 
elected to membership at large, and one 
member’s resignation was accepted. 

RosBert SIzELOVE gave the report of 
the Nominating Committee which was 
accepted unanimously. The following 
were elected to serve during 1948-1949: 

President—Zacuary IRENAS 

First Vice-President—Rosert HeErwic 

Second Vice-President—Myron B. Dic- 

GIN 

Secretary-Treasurer—GEORGE WAGNER 

Recording Secretary—SAMUEL FREY 

Sergeant-al-Arms—FRANK ENGLAND 

Librarian—Epwin BowERMAN 

Assistant Librarian—A.Bert E. Howe 

Board of Managers—Horace Smiru, 

JouHn DE Vries, Howarp Coss 

S. Barr reported for the Convention 
Transportation Committee that arrange- 
ments for group travels had been made 
with passenger agents of the various rail- 
roads. E. BowERMAN had appointed two 
assistants, GEORGE Reuter, Jr. and 
Ratpeu Hetss, to help him in lining up 
Branch Exhibits. 

LiprariAN Z. IRENAS introduced Dr. 
H. L. Keviner of Lea Manufacturing 
Company, who talked on “Polishing and 
Buffing”. He supplemented his talk with 
one reel of a color movie film depicting 
the right way to “head-up” a cloth wheel 
for polishing. The speaker in an amusing 
manner gave a good account of the trade 
practices used in polishing different kinds 
of work and listed the advantages of 
using liquid buffing compositions over the 
solid or bar type composition. 

S. S. Frey, Recording Secretary. 


NEW HAVEN BRANCH 

Dr. WALTER R. Meyer, President and 
Technical Director, Enthone, Inc., New 
Haven, Conn., spoke on “Electroplating 
Upon Aluminum” at the meeting on Feb- 
ruary 10. Dr. Meyer, who is a recognized 
authority in this field, having perfected 
a method of treatment permitting easy 
plating upon aluminum, displayed sam- 
ples of his work and generously answered 
auestions put by the members. 

B. J. GAFFNEY, Secretary-Treasurer. 


NEW HAVEN BRANCH 
At the March meeting a large gather- 
ing of members heard Mr. Myron B. 
Digan, Technical Director, Hanson-Van 
Winkle-Munning Company, Matawan, 
N. J., speak on “‘Engineering Applications 
of Electrodeposited Coatings”. Mr. Dig- 


mittee; GEORGE WAGNER, Chairman of 


gin proved to have a vast knowledge of 
engineered plating, unusual in the decora- 
tive field, and was able to give the plater 
a broader view of his work. 

B. J. Garrney, Secretary-Treasurer. 


PHILADELPHIA BRANCH 


Mr. CxiareENcE H. Sampie of The 
International Nickel Company, discussed 
“Applications, Specifications, and Tests 
for Electrodeposited Coatings, including 
their Protective Value and Perform- 
ance” at the meeting on April 23. With 
a series of colored lantern slides he was 
able to point out the defects and failures 
of test panels with zinc, cadmium and 
nickel-chromium coatings located at sev- 
eral marine and inland testing stations. 
It was evident that, when properly ap- 
plied, zinc coatings were superior to cad- 
mium coatings of the same thickness. The 
necessity for the purchaser and the plater 
to know the meaning of the specifications 
and the tests was emphasized. Questions 
put during and after the lecture were 
promptly answered. ; 

Two new members were elected and 
three new applications received. 

Au Hirscu, an Honorary Member of 
A. E.S., was made an Honorary mem- 
ver of the Branch. 

Following their election, A. E.S. Past 
PRESIDENT FRED FULFoRTH installed the 
following to serve during the year 1948- 
1949: 

President—Tuomas M. RopGEers 

First Vice-President—SamMuEL HEIMAN 

Second- Vice-President GEORGE A. 

GIBBS 

Treasurer—GEoRGE M. LonG 

Secretary—I. Witt1AM MARcOvVITCH 

Librarian—A.Bert Hirscu 

Board of Managers—HENRY 

Nat VERRELLE, and 
UNDERWOOD 
Delegates—HENryY Orxuik, Paut MENT- 
ZER, SR., GEORGE M. Lone 
Alternates—ALBERT Hirscu, Nat VER- 
RELLE, ROBERT GRAHAM 
Paut MENTzER, Sr., Secretary. 


ORLIK, 
JosepH E. 


PROVIDENCE-ATTLEBORO 
BRANCH 

Mr. C. H. Sampre, The International 
Nickel Company, was the speaker at the 
April 19 meeting. The large attendance 
of sixty-five members and guests were 
greatly interested in his talk on “‘Specifi- 
cations and Tests for Electroplated Coat- 
ings’, an important feature of which was 
the large number of colored slides of cor- 
rosion tests of plated coatings over several 
kinds of base metals. 

After considerable discussion, a new 
set of Branch By-Laws was adopted. The 
officers presented their annual reports. 

The slate of officers for 1948-1949 pro- 
posed by the Nominating Committee at 
the March meeting was unopposed and 
elected: 

President—Joun P. CLARNER 





First Vice-President—Raymonp 
MITCHELL 

Second Vice-President—ALFRED Mar. 
SHALL 


Librarian—F RANK BootTHroypD 

Sergeant-al-Arms—JAMES PoTTER 

Past President—PierreE LonsBury 

Secretary-Treasurer—Epw. A. Parker 

Trustees—ArtTHuUR Woop, RoBERT Mac- 
LAcHLAN, JoHn T. HENRY 

Delegates— ERNEST ALSFELD, Pierre 
Lonssury, Epwarp A. PARKER 

Epwarp A. Parker, Secretary. 


ST. JOSEPH VALLEY BRANCH 


Twenty-seven members and _ guests 
were present at the dinner and thirty-one 
at the business and technical session on 
March 3. 

One applicant was elected to member- 
ship, and two applications were received. 

In the absence of the speaker, Mr. 
Harold Ransburg, who was unable to 
appear, Mr. L. Weesc read his earlier 
published paper on “‘Electrodepositing 
Paint Spray”. Mr. C. J. Treet of the 
De Vilbis Company then discussed his 
experience with the process and included 
more recent developments. 

Harowp J. Wiesner, Secretary-Treasurer. 


ST. JOSEPH VALLEY BRANCH 


Thirty-nine members and guests were 
present at the dinner and forty-nine at 
the business and technical session on 
April 7. 

Two men were elected to membership. 

The following officers were unanimously 
elected for the coming year: 

President—JAMEsS HEDGES 

First Vice-President—R. A. FrreNp 

Second Vice-President—H. J. Wi1esNeER 

Secretary-Treasurer—Victor PETERSON 

Librarian—ME.t BEREMAND 

Board of Managers—L. E. WrEEG, JAMES 

CusHINnG, JoHN BAYMAN 

Delegates—JamMEs HEDGEs, 

WeEEG, Vicror PETERSON 
Alternates—R. D. Wysone, Joun Loc- 
KERBIE, MEL BEREMAND 

Dr. J. E. Stareck, Director of Re- 
search of United Chromium, Inc., gave 
an excellent talk on the ‘Electrocolor 
and Patternplate Processes”. Details of 
operation were given, and some colored 
slides were shown to illustrate the variety 
of colors and patterns that are possible. 
A lengthy question period followed Dr. 
Stareck’s talk. 

H. J. Wresner, Secretary-Treasurer. 


LEONARD 


SAN FRANCISCO BRANCH 

Thirteen members attended the regular 
meeting on April 15. 

Several nominations were made for 
officers. Joun Esposito was elected Dele- 
gate. In response to a request received 
from Fred A. Herr, Pacific Coast Mana- 
ger of Metal Finishing, it was decided to 
forward to him a copy of our minutes 
each month for publication. 
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Mr. G. E. Hurenerrautu of Crown 
Rheosiat Company, Chicago, Ill., pre- 
sented an extremely interesting talk about 
the history of materials used in the con- 


struction of plating barrel cylinders and 
the reaction of these materials to acids 
and alkalies. In his talk, Mr. Huenerfauth 
also ‘touched upon the present business 
conditions in Chicago. 


Jack Hire, Secretary-Treasurer. 


SOUTHEASTERN BRANCH 


With twenty-one members present at 
the meeting on April 8, the following 
members were elected to carry the ball 


during the coming years: 
President—M. E. AwTREY 
First Vice-President—H. R. STOGNER 
Second Vice-President—D. J. GRIFFIN 
Secretary-Treasurer—WI1LLiAM T. 
WEYMOUTH 
Librarian—F RED FLETCHER 
Board of Managers—Louis RoseEn- 
BERG, CLEM HouHNner, Victor BARAN 
The speaker of the evening was Mr. 
RicharD FELiLows of the Udylite Cor- 
poration, Detroit, Mich. His topic, ““The 
Plating Industry”, was well planned. It 
began far back into the days of the small, 
poorly equipped shop and continued with 
the well-equipped shop of the present. 
The meeting then turned into a question 
period with Mr. Fellows doing the an- 
swering. Bright nickel being the main 


subject, we could have had no better 
authority. 
WituraM T. WEyMouTH, 
Secretary-Treasurer. 


SYDNEY BRANCH 

Thirty-seven members and _ visitors 
were present at the April 13 meeting, 
among them a former President of the 
Melbourne Branch, 
and a former President of the Adelaide 
Branch, Mr. J. BLaANcn. 

Four new members were elected and 
one application received. The Secretary 
reported that sixty-two food parcels had 
been sent to members of the Electrode- 
positors’ Technical Society in England 
and that money was on hand to send 
about thirty more. 

A lecture on “Impurities in Electro- 
plating Solutions” was given by the Presi- 
dent, Mr. E. J. Wricut. 

Before commencing his talk, Mr. 
Wright urged the members to take a 
more active interest in the technical side 
of electroplating and stressed the fact 
that if full cooperation by the platers and 
the chemists were given; it would help 
both considerably. In his talk he men- 
tioned a recent experience in which a 
solution became contaminated by almost 
complete dissolution of an impellor of a 
filtering unit. Apparently the impellor 
metal was not sufficiently acid resistant. 


Mr. M. ANDREWS, | 


The solution was purified in very quick 
time with the help of the works chemist 
and some late literature from the A. E. S. 
and was working well again without loss 
of very much production. 

J. R. Goprrey, Secretary. 


TWIN CITY [BRANCH 


Dr. Frank IRELAND won the door 
prize, a Shakespeare fishing reel, at the 
meeting on April 5. 

Ratpw Mappock of Pako Corporation. 
and Hauuick JoHnson of Industrial 
Chemical and Equipment are Co-Chair- 
men of the Fourth Annual Party on 
June 7. GuNNAR DEEDON of Turco Prod- 
ucts, Chairman of the Nominating Com- 
mittee, announced the nominations for 
officers for the coming year. Dr. Frank 
Ireland of Brown and Bigelow, Co-Chair- 
man of the Exhibit Committee for the 
Convention, announced his Committee’s 
plans for handling the Convention ex- 
hibit. He stated that every plating shop 
will be contacted for a display. 

Mr. E. W. Rewitz of United Chro- 
mium, Inc., was introduced by LisraRIAN 
C. A. Bowman of Minneapolis-Honeywell 
and gave a’ very interesting paper on 
“Organic Finishes and Protective Coat- 
ings”, highly appreciated by the thirty- 
nine members and guests present. 


Rosert L. Bucktey, Secretar. 








Latest Design Unit, with Separate M. G 
Drive. Excellent Condition. 

ign. Separately Exci 
Synchronous Motor Drive. 
Compound Wound. Separately 
Wound, Separately Excited. 
Shunt Wound, Separately Excited. 
rately Excited, Ball-bearing Design. 
Shunt Wound, Separately Excited. 
Interpole Construction, Latest ign. 
Separately Excited. Interpole ign. 
FOR DETA 

Set, Automatic Controls. 


Set, Automatic Controls. 


Separately Excited, Anodizing Unit. 


operation on 220 


built-in Regulator. 


M. E. BAKER CO. 





AVAILABLE FOR IMMEDIATE SHIPMENT 
ATTRACTIVE VALUES 


THE FOLLOWING EXCELLENT REBUILT AND GUARANTEED ELECTROPLATING 
MOTOR GENERATOR SETS, WITH FULL CONTROL EQUIPMENT: 
1—15,000/7500 AMPERE, 6/12 VOLT, 5 ml ELECTRIC COMPANY 
1—6000 AMPERE, 6 VOLT, JANTZ & LEIST Unit. 
a AMPERE, 6/12 VOLT, A. P. MUNNING COMPANY “‘OP- 

TIMUS” Desi ted. 

1—4000/2000 AMPERE, 9/18 VOLT, GENERAL ELECTRIC CO. Unt. 
1—4000/2000 AMPERE, 6/12 VOLT, See & VAN WINKLE COMPANY 
1—2000/1000 AMPERE, 6/12 VOLT, COLUMBIA ELECTRIC CO. Shunt 
1—1500/750 AMPERE, 6/12 VOLT COLUMBIA ELECTRIC COMPANY, 
1—1000 AMPERE, 6/12 VOLT, ELECTRIC PRODUCTS COMPANY, Sepa- 
1—1000/500 AMPERE, 6/12 VOLT, COLUMBIA ELECTRIC COMPANY, 
1—750 AMPERE, 9 VOLT, HANSON-VAN WINKLE-MUNNING COMPANY, 
4—i000/500 AMPERE, 6/12 VOLT, CHARLES J. BOGUE ELECTRIC CO. 

LARGE + OF SMALLER SIZES IN STOCK. WRITE 
1—!} ae A AMPERE, 40 | seoate HANSON-MUNNING, Anodizing Synch. 
1—1000 AMPERE, 40 VOLT, CHANDEYSSON, Anodizing Synch. M. G. 
1—i000 AMPERE, 25 VOLT, HANSON-VAN WINKLE-MUNNING COMPANY, 

OTHER SIZES OF ANODIZING M. G. SETS—in stock for Sul - 

phuric or Chromic Acid Solutions—Large Selection. Write for details. 
7—6. E. COPPER NA he RECTIFIERS, 500 AMPERE, 6 VOLT, for 
12—400 AMPERE, 6 VOLT, UDYLITE MALLORY RECTIFIERS, with 


'+40/720 AMPERE, 6/12 VOLT, UDYLITE MALLORY RECTIFIERS. 


143 SIDNEY STREET 
CAMBRIDGE, MASS. 


Induction Motor 
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Nickel comes off in less time when 
you add STRIPODE to your regular Sulphuric Acid 


buffing. Order a gallon today. Try it. 


THE CHEMICAL 
54 Waltham Ave., Springfield 9, Mass. 


STRIPODE 


STRIPS 
FASTER 
AND 

BETTER 


























STRIPODE cuts acid consumption... pro- 
tects the base metal. . . prevents pitting and rough- 


ening . . . often eliminates the need for polishing and 


You'll 
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4, Officers and Branches of the American Electroplaters’ Society 
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A. E.S. OFFICERS 


RTS a DST K. M. HUSTON 
3208 Tyndale Avenue, Baltimore, Md. 
First Vice-President.......S. S. JOHNSTON 


Weirton Steel Company, Weirton, W. Va. 


Second Vice-President. ....A. W. LOGOZZO 
Nutmeg Chrome Corporation, 
79 Chapel Street, Hartford 3, Conn. 


Third Vice-President.......... W. J. NEILL 
Columbus Metal Products, Inc., 
767 W. 4th Street, Columbus 8, Ohio 


Past President..............F. K. SAVAGE 
740 Fairfield Road, Kalamazoo, Mich. 


Executive Secretary........A. K. GRAHAM 
P. O. Box 168, Jenkintown, Pa. 


LOCAL BRANCHES 


ADELAIDE, AUSTRALIA. Secretary, C. J. Cocks, 37 Myal 
Avenue, Kensington Gardens, S. A., Australia. 

BALTIMORE-WASHINGTON meets first Tuesday of Octo- 
ber, December, February and April at National Bureau of 
Standards, Washington, D. C., and of November, January, 
March and May at American Hammered Piston Ring Com- 

pany, Baltimore, Md. Secretary, Fielding Ogburn, Electro- 
deposition Section, National Bureau of Standards, Washington 
25, D. C. 

BOSTON meets first Thursday of each month in Hotel Statler. 
Secretary, Dr. George P. Swift, 53 Galen Street, Watertown 
72, Mass. 

BRIDGEPORT meets first and third Friday of each month 
in Barnum Hotel. Secretary-Treasurer, Joseph G. Sterling, 
134 Colony Street, Bridgeport 8, Conn. 

BUFFALO meets second Friday of each month in Markeen 
Hotel. Secretary, H. A. Fudeman, 534 W. Ferry Street, 
Buffalo 13, N. Y. 

CHICAGO meets second Friday of each month at 8 P. M. in 
Atlantic Hotel. Secretary-Treasurer, J. M. Andrus, 3701 
Ravenswood Avenue, Chicago 13, Il. 

CINCINNATI meets fourth Wednesday of each month at 8 
P. M. in Engineering Society Headquarters, McMillan Street 
and Woodburn Avenue. Secretary-Treasurer, H. Roper Davis, 
3610 Zumstein Avenue, Cincinnati 8, Ohio. 

CLEVELAND meets first Friday of each month in Cleveland 
Hotel at 8 P. M. Secretary-Treasurer, Harry Pochapsky, 
24901 Euclid Avenue, Cleveland, Ohio. 

COLUMBUS wmeets first Friday of each month at 8 P. M. in 
Battelle Memorial Institute Auditorium. Secretary-Treas- 
urer, W. G. Hespenheide, 505 King Avenue, Columbus 1, Ohio. 

DAYTON meets second Friday of each month in Engineers’ 
Club. Secretary-Treasurer, Elmar W. Rehme, 505 Commer- 
cial Building, Dayton 1, Ohio. 

DETROIT meets first Friday of each month in Hotel Statler. 
Secretary-Treasurer, F. L. Clifton, 16536 Inverness, Detroit 
21, Mich. 

GRAND RAPIDS meets second Friday of each month at 7:30 
P. M. in Rowe Hotel. Secretary, Jacob M. Hage, 1327 Jeffer- 
son Avenue, S. E. Grand Rapids, Mich. 

HARTFORD meets third Monday of each month in Hotel Bond. 


766 





Secretary, Ralph D. Chase, 62 Bloomfield Avenue, Wi: dae 
Conn. 

INDIANAPOLIS meets first Wednesday of each month at Fox 
Steak House, 1207 Washington Street. Secretary-Treasurer, 
Dr. A..M. Max, 6157 Park Avenue, Indianapolis, Ind. 

JACKSON-LANSING meets second Tuesday of each month 
at Home Dairy Company in Lansing. Secretary-Treasurer, 
U. J. For$yth, 1816 Ada Street, Lansing 10, Mich. 

LANCASTER meets second Friday of eazh month at 8 I’. M. 
in Thaddeus Stevens Industrial School. Secretary-Treasurer, 
Chester W. Smith, c/o American Wire Fabrics Co., Mt. 
Wolf, Pa. 

LOS ANGELES meets second Wednesday of each month at 
6:30 P.M. in Scully’s Restaurant. Secretary, George M 
Kent, 791 E. 15th Street, Los Angeles 21, Calif. 

LOUISVILLE meets third Wednesday of each month in the 
235 Club, 235 S. 5th Street. Secretary-Treasurer, Stanley J 
Beyer, c/o Hart Manufacturing Company, 2006 North 
Western Parkway, Louisville 3, Ky. 

MELBOURNE, AUSTRALIA. Secretary, John Dale, % Munition 
Supply Laborotories, Box No.4, Ascot Vale, Victoria, Australia 

MILWAUKEE meets first Friday of each month in Red Arrow 
Club, 774 N. Broadway. Secretary-Treasurer, Harry J. 
Krueger, 1333 S. 71st Street, Milwaukee 14, Wis. 

MONTREAL meets first Tuesday of each month in Mount 
Royal Hotel. Secretary-Treasurer, B. Mendels, c/o Empire 
Glass Works Company, 425 River Street, Verdun 19, Quebec, 
Canada. 

NEWARK meets first and third Friday of each month at 8 
P. M. in Hotel Robert Treat. Secretary-Treasurer, George 
Wagner, 1130 S. Long Avenue, Hillside, N. J. 

NEW HAVEN meets second Tuesday of each month alternating 
between Sterling Chemistry Laboratory, Yale University, and 
Hotel Taft. Secretary-Treasurer, B. J. Gaffney, 40 Filbert 
Street, Spring Glen, Hamden 14, Conn. 

NEW YORK meets second and fourth Fridays of each month 
in Hotel Pennsylvania. Secretary-Treasurer, Franklyn Mae 
Stoker, 25 Princeton Street, Garden City, L. L., N. Y. , 

PHILADELPHIA meets fourth Friday of each month in Har- 
rison Laboratory Building, University of Pennsylvania, 34th 
and Spruce Streets. Secretary, I. William Marcovitch, 1434 
Lardner Street, Philadelphia 24, Pa. 

PITTSBURGH meets third Thursday of each month at 6:30 
P. M. in Keystone Hotel. Secretary-Treasurer, G. B. Bowman, 
1510 Ridge Avenue, Coraopolis, Pa. 

PROVIDENCE-ATTLEBORO meets third Monday of each 
month in Providence-Biltmore Hotel. Secretary-Treasurer, 
Dr. Edward A. Parker, 15 Vale Avenue, Cranston 10, R. I. 

ROCHESTER meets third Friday of each month in Hotel 
Seneca. Secretary, James Weaver, 884 Whitelock Road, 
Rochester 9, N. Y. 

ROCKFORD meets second Monday of each month in Faust 
Hotel. Secretary, Vern T. Wissen, Forest Hills Road, Rock- 
ford, Ill. 

SAGINAW VALLEY meets at Rolli McNivens, Frankenmuth, 
Mich. Secre, L. J. Minbiole,533 Copeman Blvd., Flint 4, Mich. 

SAN FRANCISCO meets second Thursday of each month, 
alternating between El Jardin Restaurant, 22 California Sireet, 
San Francisco, and El Curtola Restaurant, 510 17th S‘reet, 
Oakland. Secretary-Treasurer, Fred P. Dartt, 1222 42nd 


Avenue, Oakland 1, Calif. 
(Continued on page 768) 
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jects. Demand Miller”’job tailored’’ Buffs on 
your work! 


INFORMATION REQUIRED WHEN ORDERING 


1. APPLICATION 


2. TYPE OF MATERIAL (BLEACHED, UNBLEACHED, COLORED, 
FANCY) 


TYPE AND WIDTH OF SEWING (%4", %” OR SPECIAL) 
DIAMETER OF BUFFING WHEEL 

DIAMETER OF ARBOR HOLE 

NUMBER OF PLYS (THICKNESS) 


ZC. Uler Company 


55 Mt. Vernon, N.W. 
GRAND RAPIDS, MICHIGAN 


Soa 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 525. 




















economical water- 
diluted emulsions 


speedy removal of buff- 
ing compounds, cutting 
and machining oils, 
shop dirt 


longer solution life 


improved washing- 
machine operation 











fire hazards 
toxic vapors 


residual solid-particle 
dirt after removal of 
grease and oil 


tendency of solution to 
foam 





When you use 


Oakite Composition No.97 


the NEW self-emulsifying solvent for use in spray- 
washing machines prior to electrocleaning. 


Cleans Steel, Brass, Zinc Parts 


Try Oakite Composition No. 97 in your spray-washing 
machine for cleaning steel, brass and zinc parts before 
electrocleaning. Emulsions of thisnew compound quickly 
wet and dissolve the grease binders in buffing com- 
pounds and similar deposits. Then the surface-active 
agents of Oakite Composition No. 97 go into action, 
penetrating and loosening dirt formations so that they _ 
will readily flush away under the impact of cleaning 
and rinsing. 


Ask the Oakite Technical Service Representative near 
you for full, free details. Or write direct. There is no 
obligation. 


OAKITE PRODUCTS. INC., 40 Thames St, NEW YORK 6, N. Y. 
Technical Service Representatives in Principal Cities of U. S. & Canada 


eur 


OAK 


mE. U. S- PAT. OFF: 





Specialized Industrial Cleaning 
MATERIALS © METHODS @ SERVICE 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 526. 
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Metallurgical Aspects 


(Continued from page 723) 


that in the years not too far ahead the knowledge gained 
in these programs, as well as that gained in research 
conducted or sponsored directly by industry or educa. 
tional institutions, will be intergrated and actively used 
to greatly improve the art, now the science of electro- 
plating. 
ACKNOWLEDGEMENT 
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Branch Directory 


| (Continued from page 766) 


| ST. JOSEPH VALLEY meets first Wednesday of each month 


SPRINGFIELD meets fourth Monday of each month in Hot: | » 
Charles. Harold Oehler, Pleasant Street, Granby, Mass. 


at 8 P.M. in Hotel Elkhart, Elkhart. Ind. Secretary-Treas- 
urer, Victor E. Peterson, 1641 Hickory Street, Niles, Mich. 

ST. LOUIS meets second Wednesday of each month in York 
Hotel. Secretary-Treasurer, E. R. Hunleth, 4415 Michigan 
Avenue, St. Louis, Mo. 

SOUTHEASTERN meets second Thursday of each month 
in Robert Fulton Hotel, Atlanta, Ga. Secretary, William 
Weymouth, 173 Clay Street, S. E., Atlanta, Ga. 

SYDNEY, :-AUSTRALIA. Secretary-Treasurer,-John Godfrey, 
P. O. Box 31, Auburn, N. S. W., Australia. 

SYRACUSE meets fourth Monday of each month in Bowne 
Hall, Syracuse University. Secretary, Vincent P. McConnell, 
269 Whittier Ave., Syracuse 4, N. Y. 

TOLEDO meets first Thursday of each month at Commodore 
Perry Hotel, Toledo, Ohio. Secretary, Gaston Bergeman. 
703 Pine Street, Fremont, Ohio. 

TORONTO meets second Friday of each month in Royal York 
Hotel. Secretary, Leonard W. Wray. 105 Ronan Avenue, 
Toronto 12, Ont., Canada. 

TWIN CITY meets first Monday of each month, (ctober 
through June, in Covered Wagon Cafe, Lodge Room, 114 S. 
4th Street, Minneapolis. Secretary-Treasurer, Rolert L. 
Buckley, 318 Builders Exchange, Minneapolis 2, Minn. 

WATERBURY meets second Friday of each month in Elton 
Hotel. Secretary-Treasurer, Spencer L. Henn, P. ©. Box 
Dr. B, Cheshire, Conn. 
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A Complete plat ing cack service 


The complete rack engineered to fit your special requirements 


or 


ANY PART OF IT 


The same standard, replaceable, interchangeable parts and 
materials as used in regular manufacture offered to platers 
who build their own. 


“ONE RACK OR A THOUSAND” 
“ONE PARTOR A CARLOAD" 
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INSULATION SERVICE 


STUDS STAND-IT-ALL PLASTISOL HOOKS 
BRACKETS STAND-IT-ALL NEOPRENE BUMPERS 
BENDING JIGS STAND-IT-ALL XXX TIPS 


RACK REPAIR KITS 
ROUND EDGE COPPER, PHOSPHOR BRONZE WIRE, ALUMINUM 
ANY PLATING RACK COMPONENT 


WRITE FOR PRICE LIST 


STANDARD PLATING RACK COMPANY 


1913-25 N. PAULINA STREET CHICAGO 22, ILL. 








JULY, 1948 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 527. 
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Elections 


ADELAIDE BRANCH: J. Austin, F. G. 
Fuss, G. R. Hughes, R. Mitchell, D. 
Miller, L. J. Noble, E. Smith, E. Webb, 
B. Quist 

BOSTON BRANCH: Leo Arsenault, 
Foster J. Burbank 

BRIDGEPORT BRANCH: Fred E. 
Ahlbin, *Raymond Jameson, *Frank 
Koteletz, *Fred L. Porter 

BUFFALO, BRANCH: William Karski, 
Russell Pyles, Lester H.  Tressler, 
David E. Wellman 

CHICAGO BRANCH: Clement Amore: 
Harold L. Appleton, Arthur Bartmann, 
*Harry C. Cade, *Malcolm A. Focht, 
Leonard A. Friesendahl, *Kenneth W. 
Goodpasture, Fred J. Hornby, *Chester 
Paschelke, *Joseph Reinholz, *William 
Shepherd, H. O. Whamond, *Robert J. 
Wittee, *Harold Yale 

CINCINNATI BRANCH: *Harold W. 
Buschmiller, *Glenn A. Erickson, *Jos- 
eph G. Ludman, *John W. Magly, *Eu- 
gene E. Smith, *William Young 

CLEVELAND BRANCH: *Harry 5S. 
Brand, *Harold Don Crim, William E. 
Dame, Ivan C. Marsteller, Jay V. 
Muckley, Kenneth J. Reardon, Frank 
A. Rometti, Albert Singleton, Wilbur 
J. Stamman 

DETROIT BRANCH: Stanley Bankett, 
Donald H. Batdorff, *Elmer T. Black- 
ney, Michael Borushko, *J. Kendall 
Brocklehurst, James A. Burgess, Edgar 
S. Collick, Kenneth W. Farquhar, 
*Wilbur E. Hague, *Cliff F. Hecken- 
berg, *Eugene N. Jarvis, *O. B. Mid- 
dlebrook, Jr., *Thomas  Malinky, 
*Henry V. Pfeuffer, Jr., *William F. 
Phelps, *Francis J. Reha 

GRAND RAPIDS BRANCH: *David R. 
Dogger, *Edward D. Hurst, *Dennis 
Lachniet 

INDIANAPOLIS BRANCH: *John W. 
Holland 

LANCASTER BRANCH: Levi G. Nei- 
digh, *Raymond F. Vines 

LOS ANGELES BRANCH: *Nish Am- 
erian, *Robert T. Borden, *Edward 
H. Bowlds, *Allen Crum, *Elbert D. 
Bostrom, *James P. Dobbins, *Edward 
A. Dripps, *George J. Hetz, *William 
T. Lane, *Robert H. Longacre, *Stan- 
ton W. Mashburn, *William A. Mon- 
tana, *Anthony Rickman, *Peter V. 
Rogers, *Harley Sanders, *Rulon W. 
Stevenson, *C. F. Wentworth, *Frank 
Virgil (Continued on page 772) 
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MEMBERSHIP CHART 





FIRST GROUP 
TORONTO. 
CLEVELAND 
DETROIT. 
BOSTON , . . 
PHILADELPHIA. . . 
BRIDGEPORT. . 
WATERBURY 

LOS ANGELES.... 
NEW YORK.. 
NEWARK... 
GRAND RAPIDS. 
CHICAGO..... 
PITTSBURGH 
HARTFORD. . 


SECOND GROUP 


oT ee 
| a ae es 


MILWAUKEE...... 


PROV.-ATTLEBORO.. ... 


ROCHESTER 


SAN FRANCISCO.... | s! 
ii Oe are 


6). 


ST. JOSEPH VALLEY... 
INDIANAPOLIS......... 
ee! re 
NEW HAVEN........... 


CINCINNATI....... 
BALTIMORE-WASH.. 


THIRD GROUP 


Membership 
May 1, 1948 


Net Change in 
Membership 





143 
190 
399 
163 
205 
154 
128 
234 
270 
273 
140 
452 
149 


152 


~] Ul 


++4+44 
+++4+4+4+4 


to 


oO 





9] 
96 
120 
117 
120 


ae 


90 
98 
103 
103 
110 
80 
97 


+++4+4 











SAGINAW VALLEY..... 
cre 
ol |) 
PAM): 
6.0) 3) 2) 
DOURVIEEE. «0565 soe. 
COLUMBUS. ... 0.50605. 
SPRINGPIELD 2.2.40. 
tk 6 | 
JACKSON-LANSING..... 
MELBOURNE. ......... 


SYRACUSE........ 


SOUTHEASTERN....... 


38 


66 
63 
16 
te 
18 


53 
59 
64 
67 
66 


+++ +4 


“I bo 





RP eee ctrmireencns 


114 








TOTAL A. E.S.......-. 


.. . 0,249 





Active Membership, May 10, 1948..................... 5,266 


*These figures are taken from the Annual Report and are subject to corr 
as further information becomes available and checked. 
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Stemming from advanced war- 

time reseach by General Chemical, 
Metal Fluoborate Solutions have rap- 
idly won an important place as electro- 
plating chemicals, especially for their 
standout performance in lead, tin, 
lead-tin alloy, copper and zinc plating 
operations. 

General Chemical’s Metal Fluobor- 
ates offer electroplaters an unusual 
combination of advantages not avail- 
able in other plating agents- Note the 
special features outlined here. Con- 
sider how important each one can be 
in terms of efficiency and economy in 
your operations! 


1. No mixing or dissolving necessary ... 
supplied in concentrated solution 
form. 


. Easier bath preparation. 
. Stability of bath composition. 
. Ease of control. 


. Practically 100% anode and cathode 
efficiency. 


uwnemlUC chrOlC hSOa 


6. High conductivity. 


7, Good covering power. 
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8. Fine-grained deposits of good color. 
9. Faster, high-speed operation. 


You should know more about these 
modern developments for better, 
easier electroplating. For detailed op- 
erating data, experimental samples or 
commercial quantities, write or phone 
nearest office below. When planning 
special operations, draw on the knowl- 
edge and experience of our technical 


GENERAL CHEMICAL DIVISION 


& DYE CORPORATION 
40 RECTOR STREET, NEW YORK 6, N. Y. 

Offic: Aloany ¢ Atlanta * Baltimore * Birmingham °* Boston © Bridgeport © Buffalo * Chariotte 

Chicogo * Cleveland * Denver * Detroit * Houston * Kansas City * Los Angeles * Minneapolis 


New York e Philadelphia ° Pittsburgh * Portland (Ore.) °* Providence * Sanfrancisco ¢ Seattle 
St. Lovis * Wenatchee ¢ Yakima (Wash.) 


In Wisconsin: General Chemical Company, Inc., Milwaukee, Wis. 


in Canada: The Nichols Chemical Company, Limited * Montreal * Toronto * Vancouver 


FOR FURTHER INFORMATION, USE READER SERVICE CARD; INDICATE A 528. 











specialists in setting up baths for test’ 
or full scale runs. 


TECHNICAL BULLETINS AVAILABLE 


Technical Information Manual ZFf-1] .,. The New. 
Approach to Zine Plating. 

Technical Information Manual LTF-1°, . . Lead- 
Tin Alloy Plating from the Fluoborate Bath. 
Technical Information Manual CF-1 ... Copper 

Fluoborate. 
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ROCHESTER BRANCH: 


SPRINGFIELD BRANCH: 


MELBOURNE BRANCH: *C. A. Carr, 
*F. G. Beringer, *N. L. Carter, *D. L. 
Byrne, *F. H. Chapman, *H. P. Cotter, 
*C. Devlin, *J. Doidge, *A. J. Duncan, 
*A. Fanner, *F. French, *G. D. Gow, 
*D. W. Glanvill, *G. H. Heid, *Mark 
Jacobs, *J. E. Kannan, *H. I. Littauer, 


*N. McArthur, *C. McCarthy, *G. 
McFadyen, *C. McKenna, *J. McD. 
Reid, *R. Siddons, *B. T. Taylor, *R. 
Wilcox, *J. Wright, *C. W. J. Young 


MILWAUKEE BRANCH: *Porter Alve- 


stad, John Anglim, Sy Bivins, Lee E. 
Kessler, Orlando H. Murray, Arthur 
W. McEvoy, Herman A. Tessmann 


MONTREAL BRANCH: *William Fee- 


ley, Walter Ramsbottom, S. Starr 

NEWARK BRANCH: *Arthur I. Asch, 
*Michael Durso, *John Ivanits, Jr., 
*Paul Lalonde, *Kurt Mebner, *Fred- 
erick C. Meyer, *Kenneth H. Reuter, 
*Kenneth Sweeney, *Sidney Weisman 


NEW YORK BRANCH: John Charlier, 


*Anthony Colagrande, 
Schiave 


*Angelo C. 


PHILADELPHIA BRANCH: *C. Lu- 


ther Fuelling, John B. McCurry, *Lan- 
dis L. Moyer, Edward C. Parr 
PITTSBURGH BRANCH: ‘*Harry G. 
Busch, *Harry L. Flister, *James L. 
Kelch, *James B. Mohler, *Leo J. 
Schmitt, Jr., *Harold K. Stiffler, George 
H. Urban 


PROVIDENCE-ATTLEBORO 


BRANCH: A. Samuel Courcy, Delbert 
F. Gifford, Jr., William P. Matthew, 
*Manuel Paulino, *Joseph Pugliese, 
Jr., *Daniel O. Turner 

*Edward B. 
Anderson, Harold D. Barney, *Ray L. 
Bolinas, Emil A. Pottridge 


SAGINAW VALLEY BRANCH: *Fran- 


cis J. Asselin, *Rudolph E. Beuthin, 
James Brakeman, *Lyman Y. Burch, 
*Clarence P. Calkins, *Clark A. George, 
*James E. Crampton, *Harlan L. Duley, 
*Joseph A. Dvorsky, *J. Howard 
Ecker, *Joseph M. Gasper, *George A. 
Gosh, *George L. Gutscher, Jr., *Rob- 
ert J. Hall, *John A. Jacks, Jr., *Wilmar 
W. Kaufmann, *Alfred Knight, *Erwin 
E. Kruger, *Denton Kunze, *John W. 
Lee, *Manuel Ben, *Robert H. Menges, 
*Laurence Mikolaizik, *John R. Moul- 
ton, *Norton Nichols, *Vernon R. 
Nichols, *Robert A. Nyquist, *Charles 
E. Ordak, *Dale Reigle, *Donald J. 
Schindehette, Harley Shultz, *Russell 
I. Smith, *D. William Snyder, Ralph 
Struck, *Bernard L. Stuecker, *Delbert 
R. Sutherby, *Eugene C. Swift, *Julius 
A. Thomas, *Chester C. Tozer, *Melvin 
Tippman, *Theodore G. Wright, Sr 


SOUTHEASTERN BRANCH: Frederick 


M. Suchke, *Coy J. Whitworth 
*Tadeas 
Janick, *Carl T. Thompson 


SYDNEY BRANCH: J. M. Adams, A. 


W. Burns, S. S. Cook, B. T. Crook, J. 
Dean, S. A. Goubareff, G. Minnis, 
*Allen Robert Morgan, J. R. Phillips, 
D. Schrader 


V2 


TOLEDO BRANCH: 
Thompson 

TORONTO BRANCH: R. Hale, W. G. 
Hicks, *E. McCatcheon, J. W. Millsap, 
J. F. Saimoto, C. P. Woodruff 

WATERBURY BRANCH: Alphonse 
Berthiaume 

OTHERS: Carlos Briones, *Ernest R. 
Canning, *Ernest J. Dobbs, *L. E. 
Grunfeld, *Fred Savage, *A. J. M. 


v. d. Hoorn 


*Robert H. 


Reinstatements 
BOSTON BRANCH: *Harry Goldberg 
CHICAGO BRANCH: *N. J. Beno 
GRAND RAPIDS BRANCH: William 
Fitzsimons, Frank Hollway, Philip A. 
Joyce, Charles O. Werft 
MILWAUKEE BRANCH: *Clifford L. 
Jung, *Frank W. Gutman 
NEWARK BRANCH: *George Galanti 
PITTSBURGH BRANCH: Joseph Wray 
SYDNEY BRANCH: R. F. Haren 
TORONTO BRANCH: Harry Dyer 
OTHERS: G. Schmerling, *Eugenio L. 
Villacorta 


Transfers 
*S. Allen Heenan from Bridgeport 
Branch; *George J. Mitchell from Buf- 
falo Branch; *V. C. Schaeffer from Buf- 
falo Branch; *H. R. Davis from Day- 
ton Branch; *A. J. Johnson from 
Detroit Branch; *John M. Davidson 
from Newark Branch; *Victor M. 
Caltham from New Haven Branch; 
*Augustine J. Carini from New Haven 
Branch; *Robert A. Brown from Provi- 
dence-Attleboro Branch; *William W. 
Hunlock from Toledo Branch; *Harry 
Goldberg from Boston Branch; *Stan- 
ley J. Beyer from Cincinnati Branch to 
Louisville Branch; *Garland A. Logs- 
don from Cincinnati Branch to Louis- 
ville Branch; *J. R. Beale from 
Detroit Branch; *R. J. Brink from De- 
troit Branch; *J. H. Farmer from 
Detroit Branch; *W. A. Hopkins from 
Detroit Branch; *F. O. Johnson from 
Detroit Branch; *W. H. McCormick 
from Detroit Branch; *L. J. Minbiole, 
Jr., from Detroit Branch; *A. Muehlen- 
beck from Detroit Branch, *J. A. 
Notman from Detroit Branch; *W. E. 
Remington from Detroit Branch; *A. 
G. Spencer from Detroit Branch; *D. 
P. Wait from Detroit Branch; *E. W. 
Archer from Detroit Branch; *W. S. 
Loose from Detroit Branch; Lawrence 
Hay from Milwaukee Branch; D. R. 
Bonner from  Baltimore-Washington 
Branch; A. Cummins from Chicago 
Branch; George Perkins from Cincin- 
nati Branch; Herbert K. De Long from 
Grand Rapids Branch; T. R. Smith 
from Hartford Branch; Ralph Mead 
from Rochester Branch; Perry J. 
Sloane from Waterbury Branch to 
Montreal Branch; *L. C. Borchert to 
Detroit Branch; *Bernard Agruss to 
Detroit Branch; *Harvey De Jong 
to Los Angeles Branch; *Harry Steinke 


to Los Angeles Branch; *H. Roper 


Davis to Cincinnati Branch; *John De 
Lucia to Toledo Branch; *J. R. Eisele 
to Newark Branch; *C. W. Smith tp 
Detroit Branch; Augustine J. Carjyj 
to Bridgeport Branch; Victor M. Cal. 
ham to Bridgeport Branch; Donald 
A. Swalheim to Buffalo Branch; Lloyd 
Keiser to Grand Rapids Branch; W. J. 
Erskine to Grand Rapids Branch; Johp 
Beal to Saginaw Valley Branch; E. W. 
Archer to Saginaw Valley Branch; W. 
S. Loose to Saginaw Valley Branch; 
John Notman to Saginaw Valley 
Branch; Gordon Spencer to Saginaw 
Valley Branch; Harold D. Geron to 
Toledo Branch 


Resignations 

ADELAIDE BRANCH: R. H. Spencer 

BOSTON BRANCH: *George A. Larch- 
ian, *Henry J. Levesque, *Bernard T. 
Riley 

BRIDGEPORT BRANCH: 
Wattenberg 

CHICAGO BRANCH: W. P. Coleman, 
Jassel Gerber, Fred Herbst, W. Lorang, 
G. O’Connell, C. M. Shriver, E. Stepka 

DAYTON BRANCH: *Fred Berner 

DETROIT BRANCH: *A. J. Kearfott, 
*H. S. Rudesill 

HARTFORD BRANCH: Walter Born, 
Arthur Fontane, Reed R. MacLane, 
Harry McLeod 

MILWAUKEE BRANCH: Fred Han, 
*Henry Hurtig 

NEWARK BRANCH: *Raymond Thomas 

NEW YORK BRANCH: John B. de 
Brun 

PITTSBURGH BRANCH: Joseph 
Wray 

SAN FRANCISCO BRANCH: *Arthur 
Kistler 

SOUTHEASTERN BRANCH: 
L. McCabe 

SYRACUSE BRANCH: Frank Hopkins 


*Seymour 


*George 


Suspensions 

ADELAIDE BRANCH: L. J. Goble, M. 
C. Stewart 

BALTIMORE-WASHINGTON 
BRANCH: *John B. Nicholson, *Aug- 
ust E. Sachs, *J. F. Simpson, *Charles 
Singstack, *Charles C. Swegler 

BOSTON BRANCH: *P. Beach, *James 
G. Bellino, *Anthony A. Bronzo, *W. 
Durgin, *Salvatore Franco, *G. E. 
Gage, *George Heeney, *Walter F. 
Kozak, *Rudolph G. Loeser, *John H. 
Mengel, *Harold F. Nash, *Michael A. 
Rizzo, *Felix Sbrogna, *Ben Silverman 

BRIDGEPORT BRANCH: *Norman B. 
Harrison, Andrew Pochna. *Lewis E. 
Taylor 

CHICAGO BRANCH; Samuel Futral, 
V. Kubish, William H. Murphy, 0. 
Weickman, H. McClain, E. Ostrowsky, 
J. A. Schwiderski 

DETROIT BRANCH: *Donald Brock 


way, *George A. Cantrick, *Thomas§ 


De Gaetano, *Fred M. Ellis, *Olivet 
G. Filer, *M. J. Gardynik, *C. F. Jet 
nette, Sr., *C. O. Jones, *H. C. Jones, 
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*W. E. Lahre, *Armand E. Larsen, 
*Gerald C. Ludwig, *C. H. Marcotte, 
*R. M. McElfresh, *C. E. Morris, 
*Howard E. Morse, Jr., *W. A. Nelson, 
*Jann P. Nielson, *John Oleksik, *John 
G. Ottati, *John Patterson, *John W. 
Paulo, *Roger S. Pearce, *L. W. Row- 
ley, *James C. Smith, *Paul R. Thom- 
sen, *S. E. L. Townsend, *Alex Tym- 
kow, *Harry L. White, *Marion 
White, Jr. 

GRAND RAPIDS BRANCH: C. E. 
Abel, Clayton Beemer, H. R. Brown, 
Raymond Karczynski, C. R. Peterson, 
Traverse Williams, John Woznicki 

HARTFORD BRANCH: Roy Ander- 
son, H. Browne, William C. Bryan, 
William Choquette, Mario M. Coia, 
Danny D’Apice, Armand Faucher, 
Frank Gianoli, Henry Hornberger, 
Rocco Massaro, Mickey Platosh, Leon- 
ard Ravich, Lionel St. Onge, Myron 
M. Zervas 

MELBOURNE 
Francis 

PITTSBURGH BRANCH: P. A. Gold- 
smith, John A. McNamara, J. U. 
Meyer, Louis R. Michea, Philip Simon, 
Ray T. Wakefield, W. K. Walker 

PROVIDENCE - ATTLEBORO 
BRANCH: *S. Bresnick, *D. Davis, 
*C. Folcik, W. F. Goodwin, *C. F. 
Granfield, *Raymond Jette, *J. J. 
Kelleher, *J. W. Overton, *M. A. Post 

SAN FRANCISCO BRANCH: *Roy 
Burley, *Richard Cerri, *Lewis V. 
Glenn, *Albert Nebe, *Jack Powell 

SOUTHEASTERN. BRANCH: H. V. 
Johnson, A. C. Lunsford, J. R. Mize, 
J. B. Stogner 

SYDNEY BRANCH: *W. Palmer 

TOLEDO BRANCH: *Earl Bullhart, 
*Frank Criscio, *Samuel Criscio, *Frank 
Crowley, *William Fair, *Paul Ma- 
honey, *Paul Mirabello, *Joseph Rocco, 
*Charles Young 

TORONTO BRANCH: *Harry Dyer, 
*George C. Harns, *T. A. Salde 

TWIN CITY BRANCH: *S. A. Golnick, 
*E. E. Goody, *F. E. Guertin, *H. H. 
Helm, *H. Jorgenson, *Eugene Mueller, 
*W. Nealy, *R. G. Peterson, *W. O. 
Pfalz, *G. W. Reininger, *Frank 
Tschimperley, *Edward Wolkerstorfer, 
*Joseph Wolkerstorfer 

OTHER: A. Baker 

Deaths 

BALTIMORE-WASHINGTON 
BRANCH: Edward J. Peebles 

BOSTON BRANCH: Charles S. Taylor 

BUFFALO BRANCH: *Charles W. 
Logan 

CHICAGO BRANCH: R. J. Nicholson 

HARTFORD BRANCH: Charles J. 
Twist 

LANCASTER BRANCH: *Theodore D. 
Gaul 

PITTSBURGH BRANCH: *L. C. Con- 
radi, Herbert Patterson 


BRANCH: *L. A. 


*Included in the count for the fisc a 
year 1947-1948. 
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(Continued from page 746) 


the outstanding advantages claimed for 
the Amine Bright Copper Process now 
made available by Hanson-Van Winkle- 
Munning Company, Matawan, N. J. 

The Amine Bright Copper Process may 
be operated at the highest practicable 
plating speeds to produce a_ smooth, 
bright deposit of uniform thickness. The 
plate is so bright that subsequent buffing 
to obtain high color is unnecessary. The 
bath is mildly alkaline, which permits a 
wider range of base metals to be plated 
than is usually possible. In addition to 
these advantages the Amine Bright Cop- 
per Process, per pound of copper de- 
posited, is low in cost of operation. 

The Amine Bright Copper Process was 
developed by Dr. Louis Weisberg (U. S. 
Pat. No. 2,195,454) and has been in com- 
mercial operation since 1941. It is now 
available to all platers under the terms of 


a liberal licensing agreement. For fur- 
ther information, use Reader Service 
Card. 


E—107. Liquid Level Control—One in 
a line of liquid level controls, Series 
G-53143, manufactured by Guardian 
Electric Manufacturing Company, 1607 
W. Walnut Street, Chicago 12, IIl., this 
unit is built on the following principle of 
operation: a long and a short electrode 
are inserted through the top of the water 
storage tank; when the liquid drips below 
the level of the long electrode, the relay 
releases, closing the pump motor circuit; 
when the level rises to the short electrode, 
the relay closes, stopping the pump mo- 
tor. The pump motor does not operate 
again until the lever drops below the 
long electrode, releasing the relay. <A 
transformer is used to raise the voltage 
to 200 volt to reduce current required by 
the relay, and also to isolate the electrode 
circuits from the power line. For further 
information, use Reader Service Card. 


E—108. Heat Exhaustion Preventive 
—A new product for the prevention of 
heat cramps and heat exhaustion, Benson 
Heat Fatigue Drops, has just been an- 
nounced by Benson Laboratories, Inc., 
Bessemer Building, Pittsburgh, Pa. They 
contain not only sodium chloride (com- 
mon salt) but also two other body salts 
in approximately the same proportion as 
they are lost in perspiration. They also 
contain dextrose to provide a quick 
energy restorer. The drops are made in 
special butterscotch candy form, refresh- 
ing and pleasing to the taste. The average 
employee is said to use about six pieces 
per day, and the cost is low. For further 
information, use Reader Service Card. 





E—109. Soluble Buffing Composi- 
tions—The Solubar type compositions, 


manufactured by Apley N. Austin Com. 
pany, Division of National So itherg 
Products Corporation, 75 Federal Street, 
Boston 10, Mass., are said to be th» most 
easily cleaned compounds available to 
the trade today. 


Developed by Dr. C. B. F. Young, a 


consultant for many years with the jew- 


elry trade and electroplaters in general, § 


this compound has been accepted by 
many of the principal users in th: New 
England area after using it over ai eight 
months’ period or longer. 


Solubar compositions in tripoli, lime, 
cut-and-color, chrome rouge and _ red 
rouge types are claimed to have very ex- 
cellent cutting and coloring qualities. 
The soluble lime compound show!ld be 
very useful to those who must use a lime 
composition for buffing nickel plate. For 


further information, use Reader Service § 


Card. 
E—110. New Gaskets for Corrosion} 
Resistance and Purity Control— 


Chemiseal is the trade-marked name for F 


chemically inert gaskets produced by 
United States Gasket Company, Cam- 
den, N. J. These gaskets are fabricated 
from carefully selected materials of suit- 
able mechanical characteristics and a 





protective plastic covering which com-f > 


pletely resists the chemical and 


solvent 


action of media with which the gaskets ie os 


come in contact. 
The plastic protective covering used in 
Chemiseal Gaskets is Teflon, the du Pont 


designation for polymerized tetrafluoro- 


ethylene, unmatched in its chemical in- 
ertness from extremely low temperatures 
up to 572° F. Through this wide tem- 
perature range it resists the attack of 
corrosive reagents and dissolution by 
solvents. No substance has been found 
which will dissolve Teflon, and only 
molten sodium and flourine at elevated 
pressure change it chemically. The action 
of several hundred solvents on Teflor 
have been investigated, including halo- 
genated hydrocarbons, chlorosulfonic acid, 
acetyl chloride, boron trifluoride, high 
boiling point solvents, ketones, esters, 
etc., boiling nitric acid, aqua regia, and 
sodium hydroxide. No reaction has beet 
noted with any of these, nor wit! chlo 
rine, bromine or iodine. At atmospheric 
pressure it resists the action of flourine 
except for a bleaching effect. 

Since the use of additives to Tef!on has 
been found to affect adversely its desired 
properties, such a procedure has {or the 
present been abandoned in favor of the 
use of Teflon as a protective envelope 
around a resilient gasket material cr com 
bination of materials with suitable com 
pression characteristics. For furtiier in- 
formation, use Reader Service Card 
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